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EXECUTIVE SUMMARY

This guide has been prepared for use by Department of Defense (DoD) and Defense
Contractor Program and Engineering Managers. It is intended to provide guidance for
the implementation of a process for reliability assurance that incorporates the
principles and practices of quality management. Paragraphs 2 through 6 herein
provide, for each DoD Acquisition Phase, a time phased description of the activities,
their input and output products, and tracking metrics recommended for a quality
management based approach to reliability assurance and control. DoD managers can
use the information for the construction of Requests for Proposal, Instructions to
Offerors, Statements of Work, and Evaluation Criteria for electronic systems
procurement. DoD contractors can use the information for subcontract documents and
the development of internal processes that implement the contents of the handbook.
Both DoD and contractor management can use the handbook contents, specifically
including the recommended metrics, for the development of design review and
systems engineering event criteria in order to track and control programs.

Total Quality Management (TQM) is an approach to management that embraces two
basic principles: 1) customer satisfaction, and 2) continuous improvement. These
principles drive several primary operating characteristics. Customer satisfaction
dictates that customer needs be identified and translated into product design and
manufacturing requirements in a systematic and comprehensive manner. Once these
requirements have been identified, they should be implemented in a manner that is
directed at achieving nearly defect free products. The principle of continuous
improvement requires that design and manufacturing processes be clearly defined
and understood. This provides the framework for both the execution of these
processes by trained and empowered employees and the improvement of these
processes through benchmarking.

The document that is the current basis for DoD electronic product reliability programs
is MIL-STD-785, "Reliability Program for Systems and Equipment Development and
Production." While this document contains many essential and value-added tasks,
current implementation practices and insufficient coverage in some key areas limit the
effectiveness of the programs guided by this document.

The reliability process, described in this guide for each DoD acquisition phase,
combines the primary operating characteristics of quality management with an
emphasis on the engineering and manufacturing analysis and development tasks
required for the prevention of product defects. Essential, value-added tasks such as
planning, supplier control, development testing, stress screening and Failure
Reporting Analysis and Corrective Action have been retained and enhanced in the
reliability process descriptions. Particular attention has been paid to defining the
reliability process for the critical early acquisition phases that precede Engineering
and Manufacturing Development (EMD).

xi
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Traditional reliability programs have concentrated on minimizing and then predicting
the rate of occurrence of *Inherent" failures. The fundamental problem with
"taditional reliability programs is the narrow definition of reliability. Product defects
are presently treated by various functional spedalties without integration and with
varying degrees of attention. There has also been inadequate emphasis on the
reliable performance of self-test functions and the variability of parts and
manufacturing processes. The tools are available to correct these problems. What is
required is the insistence of DoD customers and contractor management on a
multidiscipline attack on all defect sources using the principles and tasks outlined in
this handbook. While there is a significant gap between current performance and the
state envisioned by this handbook, the cultural changes needed for changing the
traditional reliability process are already taking place. This handbook provides a focus
and sense of direction for those changes. The reliability processes in this guide retain
requirements for quantitative predictions but expand the focus of both prediction and
prevention to include defects arising from all sources. This approach requires the
cooperative and concurrent efforts of a wide variety of functional specialties.
Consequently, the processes of this guide must be implemented by the actions of a
multidiscipline team, under the leadership of a process owner.

The traditional reliability program task of Electronic Parts/Circuits Tolerance Analyses
deals with examining the effects of parameter variability. This task has been
necessarily expanded in the processes of this guide to encompass variability control,
both in design and manufacturing. The Motorola Six Sigma concept has been
adopted as a benchmark for this variability control.

Fundamental TQM concepts such as Quality Function Deployment, Benchmarking,
Training, Software Capability Maturity Model, and Quality Evaluations, based on
Malcolm Baldrige Award criteria, have been included in the reliability process. These
are the core elements of Quality Management that are essential to both customer
satisfaction and continuous improvement.

This guide is comprised of two volumes. Volume One defines the details of the
reliability process. Volume Two contains Certification and Audit Procedures for an
enterprise wide quality assessment patterned after the Malcolm Baldrige Award
criteria.

Chapter 1 of Volume One provides an overview of the revised reliability phases. It
summarizes the basic intent of the new process, describes the preferred metrics for
process control, and provides recommendations for ownership of the elements of the
new process.

The process descriptions contained in Chapters 2 through 6 are based on identifying
critical activities, for each acquisition phase, along with their inputs and outputs. Detail
descriptions of the activity's purpose and the characteristics of each input and output
are included as part of the process description. In addition to simplifying the process
description, the technique provides a focus on the issue of customers and suppliers

xii
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and allows an evaluation of the quality of the entire process. The level of detail of the
process descriptions is sufficient to provide an understanding of what is required to
create documents such as statements of work. At the conclusion of each acquisition
phase process chapter is a description of appropriate control and audit metrics.

Chapter 7 provides a case history example of the application of the revised reliability
process.

Chapter 8 describes the application of the process principles, defined in Chapters 2
through 6, to the development of defect free software.

Implementation of the processes defined in this guide cannot, in general, be
accomplished by referencing existing specifications, standards or data items. The
significant departure from current practice described herein, requires careful and
individual consideration for application to specific programs.
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CHAPTER 1
PRACTICING CONTINUOUS IMPROVEMENT

1.0 INTRODUCTION

Volume I of this handbook defines major revisions to
the traditional reliability procoss. The handbook is
divided into seven chapters. Chapter 1 provides an
overview of the revised process, key elements of the
process and implementation guidances.

Chapters 2 through 6 provide detail definition of
tasks to be performed for each of the DoD
acquisition phases plus the Pre-Concept Exploration
Phase (pre Milestone 0). Chapter 7 provides a fact-
based implementation example.

The handbook provides the detail necessary to
create a comprehensive multidiscipline approach to
reliability assurance and control. It incorporates and
expands the principles of MIL-STD-785 and
includes some fundamental practices required for
continuous improvement. A salient feature of the
handbook is it's expansion of the term "Reliability" to
encompass product defects arising from all sources
(e.g., parts and design defects, excess stress,
fatigue, drift, manufacturing and assembly defects,
and part and manufacturing variability).
Consequently, the handbook describes some
essential tasks that may exceed the traditional
practices of Reliability specialists. In these cases,
the Reliability specialist should provide a
leadership/training role to ensure accomplishment of
the described task.

This handbook deals exclusively with issues
affecting electronic product reliability, with the term
reliability used in the broad sense noted above.
Wherever terms are used in the handbook that could
infer broader issues, it is intended that these terms
apply to reability issues. For example, the term
"Technical Objectives" applies to those objectives
which relate to product reliability.

1.1 PROCESS OVERVIEW

Figure 1-1 provides a generic description of the
revised reliability process. The process is driven by
both a commitment to quality operations and
customer requirements. The activities of planning,
design and analysis, and test convert the customer
requirements into a product.

1-1
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Control
and Audit

Customefier .- Pan - -- Design Criteria

Custm Wr Pln -AnalsisProduct

Design •

Review
CC34-0079-4-D

Figure 1-1. Process Overview

The dual feedback elements of design review and
auditing provide control of the process and
continuous comparison of results to customer
requirements. This generic process has been
applied to the DoD Acquisition Phases by
constructing, for each phase, a series of critical
activities, with each of these activities having
required input and output products, and providing
auditing requirements, including metrics with
quantitative objectives. Every activity is defined in
tc.;ms of its purpose, objectives, and requirements.
All inputs and outputs for each activity are
described in sufficient detail to permit execution.
The detail covers such issues as the technical
content of the input or output product, the specialty
or function providing/receiving the products, the
purpose of the product, requirements for determining
the acceptability of the products and their intended
uses. The detail descriptions of the activities, inputs
and outputs, and auditing methods ',r each DoD
Acquisition Phase are provided in Cnapters 2
through 6 in this handbook. Each of these chapters
also contain graphics depicting the linkage o! the
phase activities, the time phasing of the activities
within a phase, and all inputs to and outputs from
each activity.

The material in Chapters 2 through 6 defines what is CRITICAL TASKS
required for the implementation of a TQM approach
to reliability assurance control. The process
descriptions define both the critical activities

1-2



CHAPTER 1
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directed at a comprehensive approach to defect
elimination and the activities required to promote
customer involvment and continuous improvement.
These latter items include requirements for a Quality
Evaluation in accordance with Malcolm Baldrige
Award criteria, explicit interpretation and
deployment of customer needs, benchmarking
plans, training plans, and design reviews that are
focused on customer requirements.
Recommrendations for further customer involvement
are also contained within the text descriptions of the
process items. These noted items, when combined
with clear and comprehensive descriptions of
existing internal processes, form a minimum
framework for continuous improvement. The
remaining items in the process descriptions are the
critical technical data, analysis, and tests, directed
at defect prevention/elimination, and produced
primarily by the functional specialties of Reliability,
Design, Diagnostics Design, and Manufacturing.

The process definitions of Chapters 2 through 6 TAILOR THE PROCESS
cover the entire range of DoD electronic products in
terms of both complexity, technical maturity, and
application environments. Clearly, tailoring is a
necessity. For example, some equipment
development will begin in EMD as a result of low
complexity or technical maturity. In this case,
Concept Exploration and Demonstration Validation
process descriptions should be reviewed for
applicability of selected Activities, Inputs, or
Outputs. Similarly, if application environments are
relatively benign, several of the detailed stress and
fatigue analyses will not be applicable.

It is not necessary, nor is it expected, that all of the
Activities/Inputs/Outputs will be uniquely created for
every program. Maximum use of existing information
must be accomplished. Furthermore, those
suppliers who are most aware of customer needs
and problems and most committed to the practice of
TOM principles will have the easiest time of
implementing the processes of Chapters 2 through 6.

1.2 CONTROL AND AUDIT PROCESS FEEDBACK

Each acquisition phase process description defines
a procedure for auditing and control. The auditing
methods are tailored to both the objectives of each
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DoD acquisition phase and the level of detail design
and manufacturing information available during
these phases. The procedures are directed at
promoting customer/supplier involvement,
especially during the early acquisition phases
where most of the product's reliability attributes are
established. Similar to the process itself, the audit
procedures require the participation of multiple
disc&%lines whose focus is on the integration of tasks
essential to defect prevention and elimination.

Traditional approaches to the audit function have
involved review and approval of specifically
designated data items. The data are typically
requested by diverse functional groups. This
approach is generally late in terms of its capability
for influencing the process. Evaluation of data is
entirely focused on an output product and often
does not require an evaluation of the quality of
required inputs. Finally, it does not ensure that data
affecting reliability but developed by different
functional specialties is integrated with the review of
reliability data.

The audit procedures described herein consist of
five elements tailored to the program phase. These
are: 1) Risk Assessment, 2) Defect Rate, 3) Six
Sigma Design, 4) Six Sigma Manufacturing, and 5)
Product Performance Assessment. Figure 1-2
shows the application of these elements in the
contracted DoD Acquisition Phases. Each of the
elements provides a trackable measure of merit for
controlling the process within a phase. As shown in
the figure, more than one metric is required to assess
the status of the reliability process. The metrics
support each other and provide a comprehensive
assessment of the process status.
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Control Cne t n DEroui U-er
Eliemnt Exploration Valitlon EMt Production Sattie(s)

Risk Assessment - Risk Factor

* Service Ule

Defect Rat"6 Maintenance

* Fale Alarm Rate
* Could-Not-Verify Rate
• Failure Rate

Six Sigma Design * Capabty Index

Six Sigma Capability Inde
Manufacturlng Inx

Product Performance DOelect Rate/Deects
Assessnent Per Unit

C03407-OOk-

Figure 1-2. Tailored Auditing Elements

The key to the successful implementation of the
control procedures defined herein is maximum
customer/supplier involvement. Most of the auditing
elements are not subject to rigid rules or
specifications. The audit elements provide
quantitative results which must be interpreted within
the context of the overall quality of the process. The
customer is responsible for assessing the credibility
of the quantitative results.

1.3 IMPLEMENTING THE PROCESS RESPONSIBILITY FOR
THE PROCESS

Figure 1-3 (pages 1-8 through 1-16) presents a
suggested Customer/Supplier matrix which provides
an overview of the customers and suppliers for each
Reliability Process input or output identified within
the roadmaps provided in Chapters 2 through 6.

The Block Number in the far left column identifies the
acquisition phase block number within each
roadmap. The first digit of the block number defines
the specific phase of the acquisition process; e.g., 2
is the Pre-Concept Exploration Phase, 3 is the
Concept Exploration and Definition Phase, etc.
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The 1btput (L10) column identifies the item as
an input (from a supplier) or an output (to a

The columns to the right of the 110 column identifies
the cus1omers and suppliers for each input or output
itm.

Figure 1-4 identifies the major functional area
customers and suppliers utilized within the matrix
and typical subdivisions of these areas.

"• Reliability Engineering * Logistics Support Function * Test and Evaluation Engineering
- Logistic Support Analysis

"• Design Engineering - Foeld Service Engineering - Subcontractors/Suppliers
- Electrical Design
- Mechanical Design • Manufacturing * Program Management
- Structural Design - Manufacturing Engineering
- DiagnosticeiTestability Design - Product Repair * External Customer (e.g., DoD,
- Support Equipment Design - Producibility Prime Contractor)

- Packaging Engineering

" Engineering Technologies

- Thermodynamics * Support Groups
- Structural Dynamics - Company and Functional
- Strength Engineering Department Ubrary/Archives
- Components Engineering - Contract Administration
- Operations Analysis - Engineering Estimating
- Maintainability Engineering - Planning and Scheduling
- Materials and Process - Marketing

Engineering - Procurement
- System Safety Engineering - Data Processing c34-o

Figure 1-4. Major Functional Areas and Subdivisions

In the cases where either a multiple supplier is
shown for the output of an activity, or the output
exceeds that traditionally provided by Reliability
specialists, the multiple suppliers must function as a
multidiscipline team under the suggested leadership
of the Reliability Process owner.

The material presented in Chapters 2 through 6 can
be assembled into process documentation for
internal use, applied in Statements of Work or
Requests for Proposal for contracted work, or used
for the establishment of design/program review entry
and/or exit criteria.

The primary focus of continuous improvement is DATA ITEMS
customer satisfaction. This implies a customer
responsibility to accurately and completely identify
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his needs. In order to foster this responsibility,
unique data item descriptions and requirements,
specific to each contract, are recommended over
the current "cookbook" approach. Data items may
be identified based on Figure 1-3 for those items
where an external customer is a "customer" of input
or output data. The descriptons of these items
contained in the paragraphs shown in Figure 1-3
should be used as the basis for creating tailored
Contract Data Requirements Usts and Data Item
Descriptions.
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2.1.1 lntsrpCst Customer Needs
2.1.1.1 Customer Needs I C C C C S

and Objectives
2.1.1.2 ExperienceData I S C C C S

2.1.1.3 Technical Objectives 0 S C C C C
2.1.1.4 Research Requirements 0 S C C C C C
2.1.1.5 Trade Study Candidates 0 S C C C C C

2.1.2 Program Planning
2.1.2.1 Funding Profiles I C S C C C C
2.1.2.2 Contract or Research I C C C C C C S

Requirements
2.1.2.3 Technicai Objectives I S C C C C
2.1.2.4 Trade Study Candidates I S C
2.12.1 Taerored ProgramePlan S C S C
2.12.6 Conputer-A ded 0 S C S S S C

Engi1eering Tools
2.1.2.7 Technical Objectives 0 S C C C C

Flowdown
2.1.2.8 Continuous Improvement 0 S C S S S C

Plans

2.1.3 Assess Technologese and
Identify Rieks

2.1.3.1 Technical Objectives I S C C C
2.1.32. Technology/Concept Data I C S S S S
2.1.3.3 Experience Data I C/S S S S S S
2.1.3.4 Technology Assessment 0 S C S S C S S C

Report
2.1.3.5 Risk Assessment Report 0 5 C S S S C C
2.1.3.6 Research

Recommendations 0 5 C S S S S C

2.1.4 Tradeoff Analysel
2.1.4.1 Technical Objectives I S C C C
2.1.482 Trade Study Candidates I S C C C
2.1.4.3 Technology/Concepts I C S S S S

Alternative Data
2.1.4.4 Trade Study Reports 0 S C C C C C

Figure 1-3. CustomerS and Suppliers Matrix
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Cuolwnr (C)
Supplir (S)

Reliability Process-i-p 0
Pro-Concept Explormeon

Phaset
I F 2

Block~~ oc IIC
2.1.5 Concept Devolopmnent

2.1.5.1 Technical Objectives I S C C C
2.1.5.2 Technology Assessment I S C S S C S S

Report
2.1.5.3 Risk Assessment Report I S C S S S C
2.1.5.4 Trade Study Reports I S C C C C
2.1.5.5 Preferred System 0 S C C C C C C

Concept Report

2.1.6 Requirements and
Design Reviews

2.1.6.1 Activity Outputs I S C S S C S
(2.1.1.2.1.3, 2.1.4, 2.1.5)

2.1.6.2 Design Review Procedures I C S C C C C
2.1.6.3 Design Review Reports 0 S C C C C C C

0=4G7917-V

Figure 1-3 (Continued). Customers and Supplier Matrix

1-9



CHAPTER 1
PRACTICING CONTINUOUS IMPROVEMENT

Customer (C)
Supplier (S)

Reliability Process
Concept Exploration

-~- I B

3.1.1.1 Evaluation Instructions I C C C C C C C C S
3.1.1.2 Evaluation Criteria I C C C C C C C C S
3.1.1.3 Quality Evaluation Report 0 S S S S S S S S C

3.1.2 Interpret Cuttomer Need.
3.1.2.1 CustomerNeedsand I C C C C S

Objectives
3.1.2.2 Experience Data I S C C S

3.1.2.3 Technical Objectives 0 S C C C C
3.1.2.4 Research Requirements 0 S C C C C C C
3.1.2.5 TradeStudyCandidates 0 S C C C C C

3.1.3 Program Planning
3.1.3.1 Funding Profiles I C S C C C C
3.1.3.2 Contract Requirements I C C C C C C S
3.1.3.3 Technical Objectives I S C C C
3.1.3.4 Trade Study Candidates I S C C C C
3.1.3.5 TailoredProgram Plan 0 S C S C C S C C C
3.1.3.6 Computer-Aided 0 S C S S S C

Engineering Tools
3.1.3.7 Technical Objectives 0 S C C C C

Flowdown
3.1.3.8 Benchmarkingrand 0 S C S S S S

Training Plans
3.1.3.9 Subcontractor 0 S C S S S C C C

Control Plan

3.1.4 A Fud Technoilogy and
Identify Rieke

3.1.4.1 Technical Objectives I S C C C
3.1.4.2 Technology/Concept Data I C S S S S S
3.1.4.3 Experience Data I C/S S S S S S S
3.1..4 Environment and I C S S S C S

Use Data
3.1.4.5 Technology Assessment 0 S C S S C S C C

Report
3.1.4.6 RiskAssessmentReport 0 S C S S S C C
3.1.4.7 Critical Functions and 0 S S/C C C S/C

Parameters

Figure 1-3 (Continued). Customers and Suppliers Matrix
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Cuetomer (C)
Supplier (S)

Reliability Proceee
Concept Exploration a -

Phase LPf~ r a

-. .9- g - 2% °.
Block Title SO &Iw _._a_

3.1.5 Tradeoff Analysle
3.1.5.1 Technical Objectives I S C C C
3.1.5.2 Trade Study Candidates I S C C C C
3.1.5.3 Technology/Concepts I C S S S S

Alternatives Data
3.1.5.4 Trade Study Reports 0 S C C C C C C

3.1.6 System Requirements
and Configuration
Recommendation

3.1.6.1 Technical Objectives I S C C C
3.1.6.2 Technology Assessment I S C S S C S C

Report
3.1.6.3 Risk Assessment Report I S C S S S
3.1.6.4 Trade Study Reports I S C C C C
3.1.6.5 Updated Technical 0 S C C C C C

Objectives
3.1.6.6 Risk Reduction Plans 0 S C S S S S C C

3.1.7 Requirements and
Design Reviews

3.1.7.1 Activity Outputs I S C S S C S
(3.1.2 Through 3.1.6)

3.1.7.2 Design Review I C S C C C C
Procedures

3.1.7.3 Design Review Reports 0 S C C C C C C
CC34IW7'9-WgV

Figure 1-3 (Continued). Customers and Suppliers Matrix
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Customer (C)
Suplisr (S)

Validation Phase

F. F

2 1! 1 1
Block TteSo ww IL us.SI- U.V

4.1.1 Quality Evaluation
4.1.1.1 Evaluation Instructions I C C C C C C C C S
4.1.1.2 Evaluation Criteria I C C C C C C C C S
4.1.1.3 Ruality Evaluation Report 0 S C/S S S S S S S C

4.1.2 Interpret Customer Needs
4.1.2.1 Customer Needs and I C C C C S

4.1.2.2 Experience Data I S C C S
4.1.2-3 Technical Objectives 0 S C C C C
4.1.2.4 Trade Study Candidates 0 S C S C C C

4.1.3 Program Planning
4.1.3.1 Funding Prolile I C S C C C C
4.1.3.2 Contract Requirements I C C C C C C C
4.1.3.3 Risk Reduction Plan I S G S S S S G
4.1.3.4 Technical Objecives I S C C C
4.1.3.5 Trade Study Candidates I S C C C S
4.1.3.6 Tailored Program Plan 0 S C S C C S C C C
4.1.3.7 Updated Risk 0 S C S S S S C

Reduction Plan

4.1.3.8 Technufal Objectives 0 S C C C C
Flowdown

4.1.3.9 Supplier Selection and 0 S C S S S S C C C
Control Plan

4.1.3.10 Benchmarldng and 0 S C S S S S

Training Plan

4.1.3.11 Computer-Aided 0 S C S S C S C
Engineering Tools

4.1 A Reliability An0lysCs and
Risk Reduction

4.1.4.1 System Desgn Data I C S S S S
4.1.4.2 Technical Objectives I S C C C
4.1.4.3 Experience Data I C/S S S S S S S

4.1.4.4 Environment and Use Data I C S S S C
4.1.4.5 R1sk Reduction Results I C S S S S S
4.1.4.6 Manufacturing Process I C C C S

Description
4.1.4.7 Design Criteria Report 0 S S S C C C
4.1.4.8 Critical Functions, 0 S S/C C C S/C

Parameters and Processes
4.1.4.9 Quantitative Reliability 0 S C C C C

ExpectationsI I I I I I I I I I I II

CCU4-0079,0-

Figure 1-3 (Continued). Customers and Suppliers Matrix
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Customer (C)
Suppiler (8)

Reliability Process
Demonstmtion and
Validation Phase -L C

Block Title 1= O L 0 Wwo

4.1.5 Tradeoff Analysis
4.1.5.1 Trade Study Candidates I S C C C C

4.1.5.2 Technical Obtjecives I S C C C
Flowdown

4.1.5.3 Design Data I C S S S S
4.1.5.4 Trade Study Reports 0 S C C C C C C

4.1.6 EMO Specification
Developmet

4.1.6.1 Technical Objectives I S C C C
Flowdown

4.1.6.2 Quantitative Reliability S C C C
Expectations

4.1.6.3 Environment and I C S S S C
Use Data

4.1.6.4 Design Criteria I S S S C C
4.1.6.5 EMD Specillcatlons 0 S C S S S S S C/S
4.1.6.6 EMD Risk Reduction Plan 0 S C S S S S C C

4.1.7 Requirements and
Design Reviews

4.1.7.1 Activity Outputs I S C S S C S
(4.1.2 Through 4.1.6)

4.1.7.2 Design Review I C S C C C C
Procedures

4.1.7.3 Design Review Reports O S C C C C C C

cC4407-21 -V

Figure 1-3 (Continued). Customers and Suppliers Matrix
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customer (C)
Supplier(s)

Relabiprocess
Engineering awl Mmnuacturing

Devislopment Phasee

Block Tite S -w I ' I.
5.1.1 Quality Evaluation

5.1.1.1 Evaluation Instructions I C C C C C C C C S
5.1.1.2 Evaluation Crteria I C C C C C C C C S
5.1.1.3 Qualty Evaluation Report 0 S S S S S S S S C

5.1.2 interpret Customoer Needs
5.1.2.1 CustomereRquirements I C C C C S
5.1.2.2 Experience Data I S C C S S
5.1.2.3 Product Design and 0 S S S S S C C

Manufacturing Rqmts
5.1.2.4 Trade Study Candidates 0 S C C C C
5.1.2.5 EMD Risk Reduction Plan 0 S C S S S S C C

5.1.3 Program Planning
5.1.3.1 Fundirngrofile I C S C C C C
5.1.3.2 EMD Risk Reduction Plan I S C S S S S C
5.1.3.3 Contact Requirements I C C C C C C C S
5.1.3.4 Product Design and I S C C S S C

Manufacturing Rqmts
5.1.3.5 Tradeoff Candidates I S C C C C
5.1.3.6 Tailored Program Plan 0 S C S C C S C C C
5.1.3.7 CAETools 0 S C S S C S C
5.1.3.8 Requirements Flowdown 0 S C C C C C
5.1.3.9 Subcontractor Selection 0 S C S S S S C C C

and Control Plan
5.1.3.10 Integrated Test Plan 0 S C S S C C C
5.1.3.11 Benchmarklng and 0 S C S S S S

Training Plan

5.1.4 Detail Design Reliability
Analysis

5.1.4.1 Product Design Data I C S S S S
5.1.4.2 Design Criteria I S S S C C
5.1.4.3 Requirement Flowdown I S C C C C
5.1.4.4 Environment and I C S S S C C

Use Profiles
5.1.4.5 Development Test Results I C C C C S
5.1.4.6 Stress Analysis and 0 S S S C C C

Predictions
5.1.4.7 Variability Analysis 0 S C S C S C C
5.1.4.8 Critical Product 0 S S C S C C

Characteristics and
Manufacturing Processes

5.1.4.9 Design for Manufacturing 0 C S S/C
Guidelines

GP34.J-D-22-V

Figure 1-3 (Continued). Customers and Suppliers Matrix
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Customer (C)

Supplir (s)

Relibililty Piese
Engineering and Minufaoturing

D... evelopmentPhseFodvBlock _TRIO i.L 111111111111j
&IS. Tradeaff Analysis

5&1.5.1 Trade Study Candildates I S C C C C
5.1.5.2 Requirements FMnWdown I S C C C C
5.1.5.3 Design and Manufacturing I C S S S S

Aitsraitvee
5.1.5.4 Trade Study Reports 0 S C C C C C C

5.1.6 Menutacturing
Process Control

5.1.6.1 Design for Manufacturing I C S C/S
Guidelines

5.1.6.2 Critical Product I S S C S C
Characteristics and
Manufacturing Processes

5.1.6.3 Manufacturing Process I C C S
Descrption

5.1.6.4 Manufacturing I C C S
Experene Data

5.1.6.5 Manufacturing Process 0 S C C
FMECA

5.1.6.6 Manufacturing Process 0 C C S C
Control Plan

5.1.7 Development and
Verification Test*

5.1.7.1 Integrated Test Plan I S S S C
5.1.7.2 Environment and I C S S S S C

Use Profiles
5.1.7.3 Test Reports and 0 S S C C S C

Design Changes

5.1.8 Production Speclflcatione
5.1.8.1 Stress Analysis and I S S S C C

Predictions
5.1.8.2 Mfg Process Control Plan I C S
5.1.8.3 TesdReports I S S C C C S
5.1.8.4 Product Performance 0 S C S S S C S C

Specifications
5.1.8.5 Mfg Specifications C C C C C S C

5.1.9 Design Revbw*
5.1.9.1 Activty Oututs I S C S S C S
5.1.9.2 Design Review I C S C C C C

Procedures
5.1.9.3 Design Review Reports 0 S C C IC C - C

0P34.079.S.v

Figure 1-3 (Continued). Custonwer and Supplles Matrix
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Supplie (9)

Produhtion an1
Bloc11111111

6.1.1 !dtEvaluation
6.1.1.1 EvaluationCriteria I C $ C C C C C C
6.11.2 QuaiityAssessment 0 S C S S S S S SReport

6.1.2 Program Planning
6.12.1 Funding Profiles I C S C C C C C
6.1.2.2 Product Performance I S C S S S C Sspecifiction
6.1.2.3 Manufacturing I C C C C C SRequirements

6.1.2.4 Contract Requirements I C C C C C C C S
6.1.2.5 Tailored Program Plan 0 S C S C C S C C C
6.1.2.6 Failure Reporting Analysis 0 S C C C C C C

and Corrective Acon Pan
6.1.2.7 Benchmarking and 0 S C S S S S S

Training Plan
6.1.2.8 Cusomer Feedback Plan 0 S C C C S C C C

6.1.3 Production Reliability Control
6.1.3.1 Manufacturing Process I C C C S

Descrption
6.1.3.2 Supplier Control Results I C C C S
6.1.3.3 Pre-Delivery Test Results I S C C C C S
6.1.3.4 Manufacturing Process 0 C C C C S C

Changes
6.1.3.5 Parts and Materials 0 C S C C C C

Changes

6.1.4 Customer Support
6.14.1 Logistics Support Plan I C C C S C
6.1.4.2 Customer Data Feedback I C C C C C S
6.1.4.3 Design Changes O C S C C C
6.1.4.4 Manufacturing 0 C C C S C

Process Changes

6.1.5 Design and Manufacturing
Reviewe

6.1.5.1 Manufacturing Process I C C C S
Capability Indices

6.1.5.2 Pre-Delivery Test Results I S C C C
6.1.5.3 Customer Data Feedback I C C C C C S
6.1.5.4 Product Improvement 0 S C S C
6.1.5.5 SupportpSystem Change 0 C C C C S C

Proposals

0034.O0"W2-V

Figure 1-3 (Concluded). Customers and Suppliers Matrix
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Z1.1.2.e.e 2.1.2 Assess 1.A 2.1.5
Int Progrm Technologies Tradeoff Concept
Needs Planning and Identify Analysis DevelopmeNeedsRisks

2.1.6
Requiremens and Design Reviews

AG"iy T *.

2.1.1 Inle"pe Custoerneed

12.1.31 Asses Technologioes and Identify Riss

2.1.51 Tradeoff Analysis

12.1.51 Concept Develpmet

2.1.1 Requirements and Design Reviews

Figure 2-1. Pro-Concept Exploration Phase Activites
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2.0 INTRODUCTION APPLICATION OF
ACTIVITIES, INPUTS,

This chapter defines the Activities related to the AND OUTPUTS
development of reliability attributes that should take
place during the Pre-Concept Exploration phase.
This phase provides the necessary basis for all
succeeding phases of development and acquisition.
Figure 2-1 identifies the Activities and provides a
general time line for the sequencing of those
Activities. In any organization, there will usually be
several Pre-Concept Exploration programs taking
place simultaneously. These programs will be a
mixture of contracted R&D and independent R&D.
All of these programs should be conducted in
accordance with the principles described in
paragraphs 2.1.1 through 2.1.6. When the research
is contracted R&D, the customer may wish to
incorporate tailored versions of the Activities,
Inputs, and Outputs into technical documentation,
such as Specifications, Data Item Descriptions, and
Statements of Work. The customer should also look
for evidence that the principles of paragraphs 2.1.1
through 2.1.6 are being applied to other related, but
noncontract, R&D. The implementation of several of
these activities may be governed by a single set of
organization wide rules or practices. The
procedures governing design reviews are an
example of such organization-wide practices. In all
cases, the inputs and outputs of the activities of
programs being conducted in parallel must be
coordinated to avoid duplication and maintain a
consistent focus on customer satisfaction.

2.1 SUMMARY OF ACTIVITIES

The key focus of all Pre-Concept Exploration phase
activity is the development of affordable and
militarily useful technology. The Activities, Inputs,
and Outputs of paragraphs 2.1.1 through 2.1.6
support this focus by emphasizing the definition of
customer requirements, the development of defect
reduction design and manufacturing techniques,
and the creation of risk reduction plans. The phase
activities also emphasize the development of plans
and products that affect the quality of the work
performed in all subsequent acquisition phases. The
six phase Activities are:
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(1) Inwerprt Customr Needs
(2) Program Planning
(3) Assess Technologies and Identify Risks
(4) Trade Off Analysis
(5) Concept Developnent
(6) Requirements and Design Reviews

The most critical of these activities is the DEFINE THE NEEDS
interpetation of customer needs and the translation OF THE CUSTOMER
of these needs into technical objectives. Both the
customer and supplier must focus on the accurate,
systematic, and documented defintion of customer
needs. Active customer participation in this activity
is a requirement for success.

Program Planning should be a natural result of
broadly applicable, organization-wide process
descriptions. In a high quality organization it should
be expected that existing process descriptions
would address most of the Activities, Inputs, and
Outputs described in paragraphs 2.1.1 through
2.1.6.

Assessing Technologies and Identifying Risks is the DEFECT PREVENTION
second critical activity of the Pre-Concept
Exploration phase. All technology development
requires the concurrent characterization of reliability
attributes, including the definition of manufacturing
technology for the purpose of initiating process
control techniques. This characterization must focus
on defect prevention and plans for maturing the
reliability attributes.

Trade Studies are the vehicle for achieving
balanced designs. They should be based on
interactions among technical objectives, and the
weights assigned to the measures of merit used to
evaluate the goodness of the design alternatives
must be traceable to customer defined priorities.

Concept Development synthesizes the results of the
above activities into recommended systems
implementations.

Requirements and Design Reviews bring discipline CUSTOMER
and a focus on achieving objectives into the SATISFACTION
technology development process. These are the
vehicles for maintaining a focus on the satisfaction
of customer needs.
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This phase does not contain a requirement for a
formal quality evaluation activity. World Class
organizations will have already defined the quality
level of their operations and have adopted plans for
continuous improvement. For organizations that
have not perbmfed these tasks, the Program
Planning activity includes requirements for
implementing internal evaluations. If, in the view of
the customer, a quality evaluation is required for a
specific contract, the Quality Evaluation Activity of
paragraph 3.1.1 should be implemented.

input AcUVIty Output

and Obecies .113Objecties

2.1.1

2... DetaE~eec Custorlnterprt• 211 Requiremtents

Needs

ccg12s-o2 zorp
Figure 2-2. Wefine Customer Need

2.1.1 ACTIVITY - INTERPRET CUSTOMER QUALITY FUNCTION
NEEDS DEPLOYMENT
A systematic, comprehensive process for defining
customer needs, the priorities associated with these
needs, and the translation of these needs into
quantified technology objectives must be
implemented for this phase. Quality Function
Deployment is the recommended tool for
implementing this activity. This technique should be
applied to both contracted and independent R&D.
There should be evidence of a coordinated
approach to assembling definitions of customer
needs from a variety of sources, such as marketing,
customer visits, and existing programs. Customer
obligations for this activity consist of completely
defining all needs and objectives for contracted
technology research.
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2.1.1.1 INPUT - CUSTOMER NEEDS AND VOICE OF THE
OBJECTIVES CUSTOMER
The supplier must have a program for broad and
frequent direct customer contact to supplement
documented expressions of customer needs, such
as Air Force Technical Area Plans, Technology
Transition Demonstrators, and Navy Broad Agency
Announcements, and, for contracted research,
Mission Descriptions, Statements of Work, and
Technical Specifications. All personnel who will
have customer contact must be made aware of the
need to identify the comprehensive range of
customer needs and priorities, inclusive of reliability
attributes and manufacturing issues. The supplier
must also have a method for transmitting customer
needs information across all research programs.

2.1.1.2 INPUT - EXPERIENCE DATA
The supplier must ensure that planned technology
research is subject to review by experts in all areas
so that all customer needs are identified and
properly translated into technical objectives. The
experience data base should include , thorough
and documented understanding of both good and
bad customer experience with current products as a
preferred method for aiding in the identification of
needs and constraints.

2.1.1.3 OUTPUT - TECHNICAL
OBJECTIVES
The supplier provides a definition of specific
technical attributes and parameters that will satisfy
all customer needs. Quality Function Deployment is
the recommended method for defining and
documenting technical objectives. This definition
includes quantitative objectives for each of the
attributes and parameters. The customer needs must
be given weighting factors which represent priority
levels. These factors will be used to define
weighting factors for each of the technical attributes
and parameters. At this early stage of development,
it is important that quantified attributes and
parameters be treated as objectives rather than
requirements.

2.1.1.4 OUTPUT - RESEARCH RELATED RESEARCH
REQUIREMENTS
The supplier, in concert with the customer, must, for
the technology or system being developed, list and
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describe all related research in order to avoid
duplication and maximize resources. As the
research effort proceeds, additional research
necessary to enable the developing technology
must be identified for inclusion in future plans.
These lists of related and enabling research are to
be maintained by the suppliers.

2.1.1.5 OUTPUT - TRADE STUDY
CANDIDATES
The supplier must identify candidates for trade
studies to be performel during the research
program. The Quality Function Deployment
technique can assist in defining these candidates by
evaluating the interactions among technical
objectives. Trade Off Analyses are used to optimize
a technical attribute or parameter that interacts with
other technical attributes or parameters. For
example, radar detection range is a function of
power, weight, volume, receiver sensitivity,
reliability, and cost. These analyses are also used
to select between alternative technologies or system
concepts.

EXAMPLE OF INTEGRATED RESEARCH

Figure 2-3 illustrates the concept of cooperative
research. In order to develop reliable signature
reduction techniques, a major aircraft company has
integrated the research activities of several
specialty areas. A signature technology group is
responsible for developing basic materials signature
properties, the measurement of these properties, and
analytic methods for estimating contributions to
signature levels. A second specialist group is
responsible for research into long-term aircraft
application of composite materials, while a third
specialty group is responsible for developing
technology that enhances reliability and reduces
support resources. Each of the specialty groups
have research programs directed at specific
technology issues. Synergism has been achieved
by integrating the research of these diverse groups
to emphasize high reliability, low signature aircraft
materials and design. For example, aircraft access
doors were being designed for optimum signature
performance. These designs now accommodate
constraints based on access frequency, durability,
safety, fastener styles, and cure times for seal
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BwPportablty Advanced M~atrials
and Structures

SupportAbity Technology
Research:__ _ _ _ _ _ _

Durability and Repairability
NDI of Structures for
Special Application:

I nbegralled Logistics Structural Verification
Support for LO Aircraft _________

Training and Marqower Advanced Compoitle
Applications:

Aircraft Damage Composite Repairs
Repair ___________

Survivability and Repair Develop
Procedures Supportable LO

Technology

CopsteSrcursfrSOWntui Support Designs
CSpecsle Spplucatures frTsohnokog for LO Aircraft:

Spedl AplicaionsLO Door Systems

ROS~RC RadaaCrssaectonn

NDI - Nondestructive Inspection Figure 2-3. Cooperative Research

2-7



CHAPTER 2
PRE-CONCEPT EXPLORATION PHASE

materials. Research into these issues is now being
accomplished as an integral part of design for
signature reduction.

Input Activity output

2.1.Z1 Funding 2.1.2.5 Tailored
Program Plan

2.1.2.2 Contract or Research 2I.. ETos
Requiemn 2.1.2_

Program

Technical Objectives Planning Technical Objectives
2123(Output 2.1.1.3) 2...1Flowdown

2.... ITrade Study Candidates 2.1"25 Continuous

CC23-O132.4-orlam

Figure 2-4. Plan the Program

2.1.2 ACTIVITY - PROGRAM PLANNING ALLOCATE THE
Program Planning is necessary for each research RESOURCES
program in order to define specific inputs and
outputs, the responsibility for these inputs and
outputs, the schedule for these inputs and outputs,
and the resources to be allocated, all based on
customer priorities. As a baseline, the plan will
consider the Activities, Inputs, and Outputs
contained in paragraphs 2.1.1 through 2.1.6. If an
organization has a set of clear, comprehensive, and
integrated process descriptions, embracing the
intent of paragraphs 2.1.1 through 2.1.6, these
should be used in lieu of separately prepared
program plans. All involved specialty disciplines
(functions) must concur with the content of program
plans.

2.1.2.1 INPUT - FUNDING PROFILES FUNDING SHOULD BE
The supplier should have a funding process that is RESPONSIVE TO
interactive, flexible, and responsive to customer CUSTOMER NEEDS
needs and priorities. Funding profiles should be an
element of initial requirements reviews.
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2.1.2.2 INPUT - CONTRACT OR RESEARCH
REQUIREMENTS
This input applies to both contracted and
independent research. It consists of a complete
description of overall program objectives,
schedules, task definitions, and deliverables
(reports).

2.1.2.3 INPUT - TECHNICAL OBJECTIVES
Output 2.1.1.3 serves as an input to the Program
Planning Activity.

2.1.2.4 INPUT - TRADE STUDY
CANDIDATES
Output 2.1.1.5 serves as an input to the Program
Planning Activity. Additional Trade Study
candidates may be identified based on customer
needs and supplier experience. The candidate list
should define specific measures of merit being
evaluated for each alternative technology or design.
Reliability attributes should always be included as
trade study measures of merit.

2.1.2.5 OUTPUT - TAILORED PROGRAM
PLAN
The supplier should prepare program plans for all
research programs using the Activities, Inputs, and
Outputs of paragraphs 2.1.1 and 2.1.3 through 2.1.6
for guidance. Plans should be tailored based on the
complexity and scope of the research programs.
Existing organization-wide process descriptions
should be used if they are comprehensive and
cover the intent of paragraphs 2.1.1 and 2.1.3
through 2.1.6. Plans must always identify
acceptance criteria, responsibility, and schedule for
both input and output products.

2.1.2.6 OUTPUT - COMPUTER AIDED CONCURRENT
ENGINEERING (CAE) TOOLS ENGINEERING
The supplier must continuously maintain and update
the definition of hardware and software design
automation tools and the interoperability of
equipment and data bases. These plans would
generally be done on an organization-wide basis
and should include plans and provisions for training.
Concurrent Engineering demands automation and
the capability for the interchange of data.
Consideration of customer/use access to data bases
should always be part of these plans.
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2.1.2.7 OUTPUT - TECHNICAL
OBJECTIVES FLOWDOWN
The initial Quality Function Deployment will identify
the top level technical attributes and parameters
associated with satisfying customer needs, the
quantitative objectives for these attributes and
parameters, and a quantification of the relative
importance of each attribute or parameter based on
customer priorities. If required for further analysis or
trade studies, these top level attributes and
parameters will be decomposed or allocated to lower
level parameters and objectives. Traceability to
customer needs and quantification of importance
based on customer priorities will be maintained.

2.1.2.8 OUTPUT - CONTINUOUS
IMPROVEMENT PLANS
The supplier must be developing and implementing
organization-wide plans for continuous
improvement. Evidence should exist that shows that
the supplier has embarked on a program that
includes comprehensive and specific process
descriptions, an assessment of the quality of
operations, benchmarking plans, and training in
topics such as QFD, design for manufacturing and
variability control.

Input Activity Output

2... ehia Ojcie ... Technology
I. . (Output 2.1.1.3 or! 1.2.7) 2.1 Assessment Report

2.1.3

2.132Tcnlgy/~ Assess Risk AssessmentConcept Data Technologies 2.1.3.5 Report
and Identify

Risks I Recendarch Ons

CC23-0132-5.D'jram

Figure 2-5. Assess the Technologiee

2.1.3 ACTIVITY - ASSESS TECHNOLOGIES DEFECT PREVENTION
AND IDENTIFY RISKS
The supplier must begin the process of developing
methods for preventing or eliminating defects in
product reliability attributes (life, durability, defect
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rate, BIT performance). This Activity is applicable to
all technology or system concepts research
programs. The activity includes identfying initial
design, application, and derating criteria,
environmental censitivity, critical parameters and
functions, parameter variability, projected
manufacturing technology, and quantitative
performance expectations for reliability attributes.

2.1.3.1 INPUT - TECHNICAL OBJECTIVES
Output 2.1.1.3 or 2.1.2.7, as appropriate, serve as
an input to Activity 2.1.3. This input identifies the
technical attributes and parameters and their
baseline quantitative objectives.

2.1.3.2 INPUT - TECHNOLOGY/CONCEPT MISSION
DATA DESCRIPTION
The new technology or systems concepts must be
completely defined, including identification of
functionally and/or physically similar existing
technologies or systems. These comparisons
should define the environmental and use
applications for both the existing technology or
systems and the new technology or systems.
Factors that should be identified for the new
technology or systems include first order estimates
of environmental and use application, environmental
constraints or sensitivities, critical attributes,
parameters, or functions, variability range of critical
parameters, packaging concepts, and projected
manufacturing technologies or processes.

2.1.3.3 INPUT - EXPERIENCE DATA LESSONS LEARNED
The supplier must assemble all potentially relevant
experience data. This data includes customer and
internal Lessons Learned, user reliability attribute
performance data for functionally or physically
similar technologies/systems, related research
results, existent design and application guides (e.g.,
derating, design margins), and current
manufacturing processes defect rate data. This
input should be used as an opportunity for customer
interaction.

2.1.3.4 OUTPUT - TECHNOLOGY DEFECT PREVENTION
ASSESSMENT REPORT DESIGN AND
This report should accomplish two objectives: 1) MANUFACTURING
define, quantitatively, the expected performance ISSUES
levels of the technology or system reliability
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attributes, and 2) provide an initial definition of
design constraints and application guides which will
prevent defects. Quantitative performance
expectations are to be based on comparisons to
user-experienced performance levels for
functionally or physically comparable current
technology or systems. These estimates are to be
supported by specific engineering rationale that
include causal analysis of existing performance
deficiencies in reliability attributes. All critical
parameters and/or functions should be identified via
Failure Modes Effects or similar analyses. Initial
estimates of allowable parameter variability should
be made. The report will include descriptions of
applicable lessons learned, cop- traints and
application guidelines/design m .. gins, definition of
environmental stress sensitivities, and required
manufacturing technologies and processes.

2.1.3.5 OUTPUT - RISK ASSESSMENT RISK REDUCTION
REPORT
This report should identify areas of uncertainty
relative to achieving the technical objectives for
reliability attributes, and the plans for eliminating
those uncertainties. These risk areas include critical
parameter variability, environmental stress
sensitivities, the absence of design and application
criteria, and the lack of definition of manufacturing
processes and technology. Reliability performance
expectations that are not justified by engineering
rationale should be considered a risk area.
Inadequate substantiation of reliability attributes (life,
durability, defect rates, testability potential,
parameter variability, and manufacturing defect
rates) for new technologies are always a risk area.

2.1.3.6 OUTPUT - RESEARCH
RECOMMENDATIONS
A supplier should have procedures in place that
cause the results of current research to influence
and guide future research. Each research or
development activity requires a roadmap to define
further related research, particularly into areas
identified as risks in Output 2.1.3.5.
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Input Aatty Outp"

2.1.4.1 Technical Objectives
(Output 2.1.1.3 or 2.1.2.7) 4

2.A2Trade Study Candidates T.1Adef rd td eot2.1A2 Oupu2..15)10 Tracdeoff 2.1.4A4 Trade Study Reports

2.1.4.2 (Output 2.1.1.5) Analysis

CC 23-0=341-0"~

Figure 2-6. Balance the Design

2.1.4 ACTIVITY - TRADE-OFF ANALYSIS BALANCED DESIGNS
Trade-Off analysis is a formal method for making
cost-effective decisions during the development.
Each research program must have an identified list
of trade studies, the measures of merit to be
compared for alternative technologies or system
concepts, and a weighting factor for each measure
of merit that is traceable to customer priorities.
Measures of merit would include such things as
weight, processing speed, sensitivity, cost, failure
rate, etc. For the purpose of reaching a trade study
conclusion each of the measures of merit are
assigned a weighting factor representing the relative
importance of the measure of merit to the customer.
Trade study candidates are developed during the
Definition of Customer Need Activity (2.1.1). One or
more of the reliability attributes and measures of
merit representing manufacturing technologies must
be considered for all trade studies. The supplier
must have a well defined trade-off process that is
linked to the Requirements and Design Review
Activity (2.1.6).

2.1.4.1 INPUT - TECHNICAL OBJECTIVES
Output 2.1.1.3 or 2.1.2.7 serves as an input to the
Trade-Off Analysis Activity. These are the
quantified technical attributes or parameters that
satisfy customer needs and include a further
quantification that represents customer priorities.
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2.1.4.2 INPUT - TRADE STUDY
CANDIDATES
Output 2.1.1.5 serves as an Input to the Trade-Off
Analysis activity. The list of candidates may change
during the course of the program and should be
responsive to changes in customer needs or
priorities.

2.1.4.3 INPUT - TECHNOLOGY/CONCEPTS
ALTERNATIVE DATA
Accurate information regarding the relationships
among technical attributes and parameters (e.g.,
weight versus reliability attributes) and description of
alternative technologies or system concepts is key
to valid Trade-Off conclusions. The claimed
relationships among technical attributes and
parameters should be validated by experiment or
extensive analysis. The data defining alternative
technologies or systems concepts should
approximate the depth and quality described in
paragraph 2.1.3.2, TECHNOLOGY/CONCEPT
DATA. Weighting factors assigned to the measures
of merit used to compare alternatives should be
traceable to customer priorities defined during
Activity 2.1.1. Specific reliability and manufacturing
attributes are to be considered for all trade studies.

2.1.4.4 OUTPUT - TRADE STUDY REPORTS
These reports provide a complete record of trade off
analysis results. This includes the selected
technology or system concept, quantitative values,
technical objectives, the trade study alternatives,
methods, and selection criteria. The report should
describe how the selection clearly satisfies
customer needs and priorities.
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Iu Activiy Out!"
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FIgure 2-7. Sythesze the Desgn

2.1.5 ACTIVITY - CONCEPT DESIGN SYNTHESIS
DEVELOPMENT
All research programs should include a summary
report which defines the quantified technical
objectives for the technology or systems concept
and summarizes risk issues requiring further
research and/or analyses.

2.1.5.1 INPUT - TECHNICAL OBJECTIVES
Output 2.1.1.3 or 2.1.2.7 serves as an input to the
Activity. These data define baseline quantified
technical objectives.

2.1.5.2 INPUT - TECHNOLOGY
ASSESSMENT REPORT
Output 2.1.3.4 serves as an input to the concept
development activity. This input defines the
performance expectations for reliability attributes,
justified by engineering rationale, and supported by
design rules.

2.1.5.3 INPUT - RISK ASSESSMENT
REPORT
Output 2.1.3.5 serves as an Input to Activity 2.1.5.
The data summarizes the risks associated with
achieving expected performance levels for the
reliability attributes and the plans for the control of
these risks.
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2.1.5.4 INPUT - TRADE STUDY REPORTS
Output 2.1.4.4 serves as an input to Activity 2.1.5

2.1.5.5 OUTPUT - PREFERRED SYSTEM
CONCEPT REPORT
All research programs require a summary report
defining the technology applications or system
concept and the linkage between quantified
technical objectives and customer needs. Specific
constraints or defect prevention conditions are
defined, as are risk issues and risk control plans.
Projected manufacturing technologies or processes
are also identified. This report will reflect a set of
customer needs and priorities that have been
validated during the Requirements and Design
Review Activity.

Input Activity Output

-Act Outputs (Outputs
2.1.6.1 of Activities 2.1.1, 2.1.3, 2.1.

2.1.4 and 2.1.5) Requirementsand Design -- •216 ~ '~ q°t

Figure 2-8. Control the Procese

2.1.6 ACTIVITY - REQUIREMENTS AND PROCESS DISCIPLINE
DESIGN REVIEWS
This activity must maintain an essential discipline
throughout the activities of this phase and ensure
that the "voice of the customer" is defined and
heeded. The supplier should have a documented
design review procedure that ensures consistency
and thoroughness. The definition for the timing of
Requirements and Design Reviews takes place
during the Planning Activity (2.1.2). The Inputs to
the reviewed activities should serve to define entry
criteria for reviews with the Outputs providing the
source of exit criteria.

2.1.6.1 INPUT - ACTIVITY OUTPUTS
The outputs of Activities 2.1.1, 2.1.3, 2.1.4, and 2.1.5
should be subject to the review process. This
includes both internal reviews and, in the case of
contracted research, customer reviews.
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2.1.6.2 INPUT - DESIGN REVIEW
PROCEDURES
The supplier must have an established and
documented procedure for conducting internal
review of requirements and design. The procedure
covers review frequency, entry and exit criteria,
definition of participants, agenda requirements, and
closure plans for action items. Reviews should
always have an agenda which defines the customer
needs to be reviewed and specific review entry and
exit criteria. With customer concurrence, these
review procedures will serve as the basis for
customer reviews for contracted research. Every
review must include a definition of applicable
customer needs and a demonstration of satisfaction
of those needs.

2.1.6.3 OUTPUT - DESIGN REVIEW
REPORTS
All design reviews must have results documented,
including a definition of actions, responsibility for
action closure, criteria for action closure, closure
dates, and final disposition of action items.

2.2 CONTROL AND AUDIT QUANTIFY THE RISK

While properly conducted Requirements and Design
Reviews can provide a significant degree of control,
quantitative metrics that represent the effectiveness
of the process is a preferred complement to these
reviews. The selected metric for the Pre-Concept
Exploration phase is Risk Factor. This criteria
provides a quantitative score that represents a
combination of the likelihood that the reliability
process will achieve its intended results and the
consequences of failing to achieve intended results.
The methodology for determining the Risk Factor
score follows the principles of the Defense Science
Management College Risk Assessment technique.
Figure 2-9 illustrates the concept and shows the
significance of risk factor scores.
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Figure 2-9. Iorlek Contours Highlight Critical Uncertainties

The risk factor formula is: Risk Factor = P(F) + C(F) - FAILURE OF CRITICAL
P(F) x C(F). In this case, P(F) is the probability that the ACTIVITIES

reliability process will not achieve its intended
results (fail). The consequence of failure (C(F)) is a
measure of the importance of the technology or
system concept being developed. The likelihood
that the process will fail is the sum of the weighted
likelihood that each critical process activity will fail.
Weighting is determined by the relative importance
of each Activity within the acquisition phase. The
applicable formulae, terms, and weight factors are
shown in Figure 2-10 (page 2-20). As indicated in
the figure, the most important Activities for the Pre-
Concept Exploration Phase are the Interpretation of
Customer Needs and Technology Assessment
activities. The latter activity includes the
identification of technical risk and proposed
solutions. Scores for the individual activity failure
probabilities and the consequences of failure,
shown in Figure 2-10, are determined by specific
criteria shown in Figures 2-11 through 2-15. The
criteria in Figures 2-11 through 2-14 (pages 2-21
through 2-25) are directly related to the quality of the
inputs and outputs of Activities 2.1.1, 2.1.3, 2.1.4,
and 2.1.6.
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These scoring critler can be tailored to the needs of
individual research programs.

For any specific research program, the Risk Factor
score for the reliability process should not exceed
0.7. Risk reduction plans for reliability attributes are
required when this rule is violated.

Risk factor evaluation can be implemented as part of
the Requirements and Design review process. For
objectivity reasons, it is recommended that risk
factor scores be developed by parties not directly
involved in the research program. Evaluation and
scoring is a customer responsibility for contracted
research.

Figures 2-10 through 2-15 completely describe the
evaluation methodology.
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ProbabPiliy of Fair Conequence of Fake
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P Inadequate Defition 0.3 2.1.1 Figure C (F) R 1.0 RgOeCu) and Update oo 2.1.6 2-11 2-15Customer Requirements Not Achieved

P121  Faulty Planning 0.2 2.1.2 Figure2-12
Incomplete or Inadequat 0.3 2.1.3 Figure
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Figure 2-10. Risk Factor: Pro-Concept Exploration Phase
Risk Factor = Pr+ C+(9- P(F) XC(F)
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probb CrtUer for Actvies 2.1.1 and 2.1.6
of Failure

0.1 Customer needs have been Idenifted and prioritized In a systematic manner and translated Into
product technical objectives. Trade study candidates have been Identified. Design reviews have deary
defined exit criteria, customer needs are reviewed and updated, compliance with customer needs are
shown. Related research and additional enabling research identified and docamiented.

0.3 Customer needs have been detfd In a systematic manner and translated into product technical
objectives. Trade study candidates have been identified. Customer needs reviewed and updated at
design reviews. Compliance with customer needs are shown. Related research and additional enablin
research Identfed and documented.

0.5 Customer needs have been Identified and translated into product technical objectives. Trade study
candidate list Is Incomplete. Design reviews show compliance with customer needs. Incomplete
Identification and documentatlion of related research and additional enabling research.

0.7 Customer needs only partially identified with no clear traceability to product technical objectives. Trade
study candidate list is Incomplete. Design reviews not thoroughly focused on customer needs. Very
limited Identification and documentation of related research and additional enabling research.

0.9 Umited customer/supplier Interchange. Customer needs not validated with customer, design reviews
do not specifically address customer needs. No dear Integration of current research or definition of
additional enabling research.

CCas~ta2-.o-O9U.

Figure 2-11. Probability of Failure P : Customer Needs InterpretlaMon
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ProbFablity Crttera for Activity 2.1.2
of Failure

0.1 Funding profiles are influenced by customer needs and priorities. All contracttechnical
requirements have been addressed. Phase tasks are tailored to customer priorities. Customer
needs clearly transmitted to all personnel. Training needs/plans, benchmarking plan for continuous
improvement Identified, CAE tools available and data bases integrated. Allocated technical
objectives "flowed down" and clearly traceable to customer needs.

0.3 Funding profiles are partially influenced by customer needs and priorities. Contract/technical
requirements have been addressed. Customer needs not adequately transmitted to all personnel.
Training not specifically addressed. No benchmarking plan. CAE tools list not complete. Allocated
technical requirements partially traceable to customer needs.

0.5 Funding profiles not matched to customer needs and priorities. Contract/technical requirements
have been addressed. Limitec ransmittal of customer needs to all personnel. Limited CAE tools
defined and data bases are not integrated. Allocated technical requirements not traceable to
customer needs.

0.7 Funding inadequate. Contract/technical requirements partially addressed. Very limited transmittal of
customer needs to all personnel, very limited CAE tools.

0.9 Funding inadequate. Contract/technical requirements partially addressed. No evidence of
transmittal of customer needs to personnel. Extremely limited use of CAE tools.

CC 23-0132-11.-0..m"

Figure 2-12. Probability of Failure P Program Planning
(Z)

2-22



CHAPTER 2
PRE-CONCEPT EXPLORATION PHASE

0.1 New lachnologleafdleulgn concepts wer pftilly described. Positive and negative features; anot gadeinathelydefined bape wnte

knowledge base are partially addiessed. Expected operating environment defined and traceable to customner mission
description.

0.5 New technclogleoldesign concepts wre partially described. Some positiv, features. low negative features defined. Umited
dlearilton of gap In the knowledge base. Expected operating environment does not consider maintenance operations.

0.7 Superficial descriplion of new technolcglesikdealgn concepts. Negative, features not addressed. No description of gape In the
knowledge base. Utied description of expected operating environment.

0.9 New technologlealdesign concepts proposed without a clear assessment of positive or negative features. No description of gap
In Me~ knowledge base. Limited description of expected operating envionmnent

Lapeofed Redeblafiy Per kime

0.1 Quanttative perormance level estimates based on comparison to current cue'omer experienced levels of penlormanoe, of
existing comparable equipmenrt. Clear engineering rationale Is provided for all expectd Improvemnents. Initis definition of
deelgniapplication critra complete. Lessons learned datals available (e.g.. derating. environmental sensitivity).

0.3 Quantitatiijve performence leve estimates, based on compartson to current levels of performanoe of existing comparable
eqluorment. One or more key performance parametes (e-g.. life, ftigu, false alarm rate. etc.) Is not Identihled. Cleaw
engineering rationale Is provided for all expected Improvements. initial definition of designiapplication crltera complete. Lessns
learned data Is available (e~g., derallng. environmental sensitivity).

0.5 Quantitative performance level estimates, based on comparison to cure nt levels of performance of existing comparable
equiment. Key performance parameters missing and engineering rationale for expecteod Inprovernents. Is weak. Iniia definition
of desiggrvappllcallon criteria. complete. Lessons learned dWat Is avallable (e.g.. derailing. environmental eeneltivty).

0.7 Quantitativ performance level estimates have Ilmited reference to the performance levels of existing comparable equipment.
Engineering rationale for expected Improvements Is weak. Uimited defindtion of desigiVapplication criera or lessons learned.

0.9 No definition of ettating comparable equipment deslgr/applicetion criterlia or lessons learned.

OdcaW Puneere or Flonodfler~

0.1 Fa~lure modes effects analysis, or similar analyses have been condoctled to Mdentf critical parameters or functions. Faul
detection and fault tolerance approaches systematically defined and related to critical parameters or functions. Varlabflty of
critical parameters have been estimated.

0.3 Failure modes effects analysis or similar analyses have been conducted to Ider-1fy critical parameters or functions. Fautt
detection end fault tolerance approaches systematically defined and related to critical parameters or functions. Variability of
critical pairamnetes not estimated.

0.5 Fakiur modes effects analysis or similar analyses have been conducted to Identify criticall parameters or functions. Fault
detection and fault tolerance approaches partially related to critical parametes or functions and not accomp~lished concurrentiy
with failure modes effects analysis.

9.7 ratlur moons ewfeci anatysis or similair analyses nave oeen conducted to Identify atical parameters or functions. FRIO evidence
of linkag~e between this analysis and the definition of fault detection and fault tolerance approaches.

MY -attune modes effects analysis or similr analyses riot conducted or not ttFRlea to loentifitng cmitcat parameters or functions, Youtl
detection or fault tolerance approaches.

CC22-Otte82-.Ofen.
Figure 2-13. Probability of Failure P(3): Technology Aseeement
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0.1 New packaging concepts and manufacturing technologies identillec. Sources of vor&Wliy have booeientilie.

0.3 Now packaging concepts and manufacturing technologies Identife. Variability not addressed.

0.5 New packaging conoepts and manufactunng technologies orgy pertially addressed.

0.7 New packaging concepts parbally addressed. Limited description of manufacturing technologies.

0.9 Slight attention to new packaging concepts or manufacturing technologies.

Mak Reducion Plane

0.1 ANl risk areas learly identified (unproven technologies, packaging concepts, or manufacturing technologies, major differences
between customer needs and the justified performance of the equipment). Risk reduction plans include measures of merit to
be tracked and tests and analyses to be conducted.

0.3 Alt risk areas dearly Identified (unproven technologies, packaging concepts, or manufacturing technologies, major ifterences
between customer needs and the justified performance of the equipment). Risk reduction plane parlially defined. missing one or
more of the following: *measures of merit' to be tracked and tests or analyses to be conducted.

0.5 Risk areas not clearly identified (unproven technologies, packaging concepts, or manufacturing technologies, major differences
between customer needs and the justified performance of the equipment). Risk reduction plans parially defined. missing one or
more of the following: 'measures of merit' to be tracked. Tests or analyses to be conducted.

0.7 Few risk areas identified (unproven technologies, packaging concepts, or manufacturing technologies, major differences
between customer needs and the justified performance of the equipment). Risk reduction plans incomplete.

0.9 No risk reduction plan.

roJow.€• -W P,

0.1 Areas for further research defined. Process in place for incorporating these In company-wIde research progrsms.

0.3 Areas for further research defined. No specific process for incorporating these in company-wide research progams.

0.6 Areas for further research partially defined. No specific process for incorporating these in company-wide research programs.

0.7 Areas for further research partially identified. No evidence of incorporation in company-wide research programs.

0.9 Limited definition of requirements for further research.

CC 23-0132-13-Ojern

Figure 2-13 (Continued). Probability of Failure P(3 : Technology Aseesement
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of Failure Criteria for Activity 2.1.A

0.1 Trade study effort comprehensive. Candidates selected based on conflicts in satisfying customer
needs. Alternative technoogies/designe evaluated In a manner similar to that done for the baseline.
Trade study parameter weights are traceable to priorities identified during customer needs
Interpretation activity.

0.3 Trade study effort comprehensive. Candidates selection not completely traceable to conflicts In
satisfying customer needs. Alternative technologies/designs evaluated in a manner similar to that
done for the baseline. Trade study parameter weights are not completely traceable to priorities
identified during customer needs interpretation activity.

0.5 Trade study effort limited. Candidate selection not completely justified. Alternative
technologies/designs evaluation not as thorough as done for the baseline. Trade study parameter
weights are not traceable to priorities identified during customer needs interpretation activity.

0.7 Trade study effort limited. Candidate selection not justified. Umited effort In evaluating alternative

technologies/designs. Trade study parameter weights not related to customer priorities.

0.9 Trade study effort very limited Results not credible.

CC23-4132-14-C0•un

Figure 2-14. Probability of Failure P(4): Tradeoff Analyses

Consequence
of Failure Criteria for the Coneequencee of Failure

Score

0.1 Little or no improvement over the reliability attributes performance of current technology Is
needed or expected.

0.3 Some improvement over the reliability attributes performance of current technology is expected
(up to 1.5 times better).

0.5 Significant Improvement over the reliability attributes performance of current technology is
expected (from 1.5 to 3 times better).

0.7 Substantial improvement over the reliability attributes performance of current technology is
expected (from 3 to 5 times better).

0.9 Major improvement over the reliability attributes performance of current technology Is expected
(more than 5 times better).

CC23-122-15-0i

Figure 2-1S. Consequences of Failure
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3.1A 
3.1.6

3.1.1 3.1.2 3.1.3 Assess 3.1.5 Rqmtsand

Qualily Interpret Program Technologies Tradeoff

Evaluation Customer Planning and Identify Analysis Conf ion
Needs Risks md

Activity Timeinlew
3s.1.11 Oualk

Evaluation

I 3"1"21 n Customer

3 1Configuration

3.1.7 Requirements and Design Reviews I C C2.OU-16a

Figure 3-1. Concept ExploraUtion Phase Activities
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3.0 INTRODUCTION

This chapter defines the Activities that should take
place during the Concept Exploration Phase to
ensure the attainment of product reliability attributes.
Figure 3-1 shows the essential activities and a
general time line for the implementation of these
activities. Most of the phase activities are iterative:
Trade-Off Analyses affect the assessment of
technologies and risks; these activities both affect
the recommendations of configurements and
requirements; all activities must be continuously
compared to customer needs. Detailed descriptions
of the activities and their required inputs and outputs
are contained in paragraphs 3.1.1 through 3.1.6.
There are several similarities between these
descriptions and the ones contained in paragraphs
2.1.1 through 2.1.5. However, while the activities of
Chapter 2 are applied to a potentially broad range of
research programs, a concept exploration program
is contracted work that is focused on a set of
customer needs for fulfilling a specific mission.

3.1 SUMMARY OF ACTIVITIES CONCEPT
EXPLORATION

The purpose of the concept exploration phase is to PURPOSE
develop and evaluate alternative system concepts
that satisfy customer needs. A principal phase
product is the definition of a preferred system
configuration with a set of performance objectives.
The development of the preferred concept includes
the selection of high and medium risk emerging
technologies that offer solutions to customer r -- ds.
A second primary phase output is a risk reduction
plan for the selected risky technologies. Within the
phase, analyses and trade-offs are conducted in
order to determine system performance objectives
considering expected environments, use, and
constraints. These general themes must be
supported by the simultaneous development and
definition of reliability attributes as defined in
paragraphs 3.1.1 through 3.1.6.

The Activities, Inputs, and Outputs of the following
paragraphs emphasize the definition of customer
requirements, the development of defect reduction
design and manufacturing techniques, and the
creation of risk reduction plans specifically directed
at reliability attributes. The phase activities also
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demand that the capability for quality processes be
measured and that steps be taken to ensure
continuous improvement. The seven phase
Activities are:

1 ) Quality Evaluation
2) Interpret Customer Needs
3) Program Planning
4) Assess Technologies and Identify Risks
5) Trade-Off Analyses
6) System Requirements and Configuration

Recommendations
7) Requirements and Design Reviews

A baseline for continuous improvement is
established by means of a pre-award quality
evaluation of bidders for the concept exploration
contract. This evaluation provides a score reflecting
the requisite commitment to total quality by each of
the bidders. The evaluation influences source
selection and provides a baseline to measure
necessary improvement during the concept
exploration and follow-on acquisition phases.

The most critical of these above activities is the INTERPRET THE
interpretation of customer needs and the translation NEEDS OF THE
of these needs into technical objectives. Both the CUSTOMER
customer and supplier must focus on the accurate,
systematic, and documented definition of customer
needs. Active customer participation in this activity
is a requirement for success.

Program planning should be a natural result of
broadly applicable, organization-wide process
descriptions. In a high quality organization, it should
be expected that existing process descriptions
would address most of the Activities, Inputs, and
Outputs described in paragraphs 3.1.1 through
3.1.7.

Assessing Technologies and Identifying Risks is the DEFECT PREVENTION
second critical activity of the Concept Exploration
phase. All tr -hnology development requires the
concurrent characterization of reliability attributes,
including the definition of manufacturing technology
for the purpose of initiating process control
techniques. This characterization must focus on
defect prevention and plans for maturing the
reliability attributes.
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Trade Studies are the vehicle for achieving BALANCED DESIGN
balanced designs. They should be based on
optimizing specific parameters and on interactions
among technical objectives. The weights assigned
to the measures of merit used to evaluate the
goodness of the design altematives must be
traceable to customer defined priorities.

The Systems Requirements and Configuration
Recommendations Activity synthesizes the results of
the prior activities (excluding the Quality Evaluation)
into a recommended systems implementation with
quantified objectives for reliability attributes. This
activity also includes the development of a firm set of
risk reduction plans.

Requirements and Design Reviews bring discipline CUSTOMER
and a focus on achieving objectives into the SATISFACTION
technology development process. These reviews
are the vehicles for maintaining a focus on the
satisfaction of customer needs.

kW4A Activity oul

Evaluation 3.1.Quality
. Quality N 3.1.1.3 Evaluation

Evaluation Report

CC34-0079-1-D

Figure 3-2. Quality Baseline

3.1.1 ACTIVITY - QUALITY EVALUATION
This pre-contract award Activity establishes a
quantitative baseline for continuous improvement. In
response to customer instructions, the supplier
conducts an internal review of company-wide
commitment to quality practices. This evaluation
uses criteria derived from Malcolm Baldrige Award
criteria. Recommended criteria are provided in
Volume II of this guide.
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3.1.1.1 INPUT - EVALUATION
INSTRUCTIONS
The customer includes in his requests for proposal a
complete set of instructions for conducting the
quality evaluation. These include directions in
Executive Summaries, detail instructions in the
Instructions to Offerors (Evaluation Criteria,
Reporting Requirements), and the relationship of the
evaluation to source selection award factors. An
example of instructions is provided following
paragraph 3.1.1.3. Report format requirements for a
Malcolm Baldrige Award Application are
recommended.

3.1.1.2 INPUT - EVALUATION CRITERIA
The customer supplies the criteria to be used for the
quality evaluation. Volume II of this guide provides
a set of recommended criteria patterned after the
Malcolm Baldrige Award criteria.

3.1.1.3 OUTPUT - QUALITY EVALUATION
REPORT
The supplier provides a quality evaluation report in
accordance with customer reporting requirements.
This report is to be used by both the customer and
the supplier. The customer will score the results and
use this in source selection. The supplier should
similarly score his results and use this evaluation to
define weaknesses and plan the required
improvements.

EXAMPLE REQUEST FOR PROPOSAL RFP DIRECTIONS
REQUIREMENTS FOR A QUALITY

EVALUATION
Sample Executive Summary Language

The Customer intends to conduct a
performance risk assessment as an element of
the source selection process. This assessment
involves the evaluation of each offeror's
company-wide quality effort.

Sample RFP Section L Language:

Volume (XX)-Information for Assessment of
Company-Wide Quality Efforts

1.0 General. The Customer intends to
consider each offeror's company-wide effort
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and its results. Specifically, a performance risk
assessment will be conducted to assess the
effectveness of the offeror's company-wide
qualty eeloc.

2.0 Specific Information and Data. The
offeror shal provide the information below
emphasizing documented, verifiable evidence
otheeffective ,mplmentation of company-
wide quality efforts. Actions presently planned
shall also be included. Information provided
should be applicable to the facilities or location
where work under the proposed contract will
be performed. The offeror shall describe the
application of its practices, tools, and
techniques. Additional details are provided in
Section (YY). The offeror's proposal should
address the following areas:

Le-bi Describe the extent to which
the senior executives create and sustain a
clear and visible quality value system along
with a supporting company-wide quality
management system to guide all activities of
the company.

Information and Analysis - Describe and
demonstrate the scope, validity, and
management of data and information that
underlie the company's quality management
system. In particular, describe how the
company uses data to support a prevention-
based approach to quality.

Strategic Quality Planning - Describe the
companys quality priorities and plans to
achieve them.

Human Resources Utilization - Describe SAMPLE RFP
the company's practices to develop and utilize LANGUAGE
the full potential of the work force and to
maintain an environment conducive to full
participation, continuous process
improvement, and personal and organizational
growth. Summarize quantitative and
qualitatively 1) accomplishments to date and
recent trends in employee participation in
company-wide quality activity, 2) types of
quality education and training provided in
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each pertinent employment category, and 3)
trends in recognizing employees for

tt to the company-wide quality
syst.

Quality Assurance of Products and
Sevices- Describe how products and
services are continuously improved through
optimization and improvement of processes. In
the area of design and development, where
applicable, the description should include
information pertaining to the use of methods,
tools, and techniques to achieve high quality
in design. Include use of such tools and
techniques as Concurrent Engineering,
Quality Function Deployment, producibility
engineering and planning, design of
experiments, DoD Directive 4245.7M -
Transition from Development to Production,
etc. Include a description of how the offeror
flows the company's quality focus down to
subcontractor levels.

Results- Provide data that show trends
in: a) improvement of quality of products and
services based on analysis of customer
requirements, analysis of quality deficiency
reports, cycle time reductions, Material
Review Board actions, scrap and rework, etc.,
and the analysis of internal business
operations, and b) improvement in the quality
of supplies and services furnished by other
companies. Provide evidence of the use of
results to overcome and prevent the
recurrence of problems. Demonstrate
application of the offeror's company-wide
quality activities by briefly summarizing
several projects that illustrate their breadth and
effectiveness.

Sample RFP Section M Language

The Customer will also condr
performance risk assessment baseo on: 1)
effectiveness of the offeror's company-wide
quality activities and the app2licabilit of the
offeror's use of quality practices, tools, and
techniques, and 2) the offeror's past
performance record demonstrated in terms of
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actual results.

bvpu Activity Output

3.1.2
E*perience Interpret 3.1.2A Research

.JData Customer

Needs

CC2"3-I 2 M16 a

Figure 3-3. Define Cuetomer Neede

3.1.2 ACTIVITY - INTERPRET CUSTOMER
NEEDS
A systematic, comprehensive process for defining
customer needs, the priorities associated with these
needs, and the translation of these needs into
quantified technical objectives must be implemented
for this phase. Quality Function Deployment is the
recommended tool for implementing this Activity.
This is one of the most critical activities of this phase.
The supplier must be prepared to integrate customer
needs defined during other research activities with
customer inputs for this acquisition phase. Customer
contact should have taken place prior to contract
award as part of pre-RFP release discussions.
Customer needs documented in contract technical
material should always be supplemented and
validated via direct contact. Customers must
encourage and support these contacts.

3.1.2.1 INPUT - CUSTOMER NEEDS AND COMPREHENSIVE
OBJECTIVES SEARCH FOR
Customer needs and objectives should be explicitly CUSTOMER
defined in the contract technical documentation, NEEDS
such as Mission Need Statements, Statements of
Work, and preliminary specifications. However, all
contract documentation must be reviewed to
descriptions of customer needs. Additionally, the
supplier must plan for early direct and frequent
customer contact to validate and refine the
documented needs. These contacts must focus on a
multidisciplinary definition of customer needs.
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3.1.2.2 INPUT- EXPERIENCE DATA
The supplier must ensure documented Concept
Exploration needs are subject to review by experts
in all areas so that all customer needs are identified
and properly translated into technical objectives.
The supplier must also ensure that customer needs
and technical objectives, defined during prior
research, is available for application to the Concept
Exploration contract. The experience data base
should include a thorough and documented
understanding of both good and bad customer
experience with current products as a preferred
method for aiding in the identification of needs.

3.1.2.3 OUTPUT - TECHNICAL
OBJECTIVES
The supplier must provide a definition of specific
technical attributes and parameters that will satisfy
all customer needs. Quality Function Deployment is
the recommended method for defining and
documenting Technical objectives. This definition
includes quantitative objectives for each of the
attributes and parameters. The customer needs must
be given weighting factors which represent priority
levels. These factors will be used to define the
relative importance of each of the technical
attributes and parameters. It is critical that the
interaction between reliability technical attributes
and the other technical attributes be identified. At
this early stage of development, it is important that
quantified attributes and parameters be treated as
objectives rather than requirements.

3.1.2.4 OUTPUT - RESEARCH RELATED RESEARCH
REQUIREMENTS
The supplier, in concert with the customer, must
identify, for the system being developed, all related
research in order to avoid duplication and maximize
resources. As the Concept Exploration phase
proceeds, additional research necessary to enable
developing technology applicable to the system
must be identified for inclusion in future plans.

3.1.2.5 OUTPUT - TRADE STUDY
CANDIDATES
The supplier must identify candidates for trade
studies to be performed during the Concept
Exploration phase. The Quality Function
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Deployment technique can assist in defining these
candidates by evaluating the interactions among
technical attributes. Trade-off analyses are used to
optimize a technical attribute or parameter that
interacts with other technical attributes or
parameters. For example, radar detection range is a
function of power, weight, volume, receiver
senst, reliability, and cost. Trade studies are
also used to select between alternative technologies
or system concepts.

Input Activity Output

3.1.&.1 F dins -3.1.3.5 Tailored
Profies IProgram Plan

3.1.3 Contract Requirremnts---- 3.11.3.6 1 CAE Tools

ITechnical Objectives I3.1.3 1Technical Objectives3.1.3.3 (Output 3.1.2.3) Program -13.1.3.7 Flowdown
__ __ _ _ __ __ __ _ __ __IPlanning I__ II

3.1.3A Trade Study Candidates 01 1 Benchmatdngi and
(Output 3.1.2.5) I 3.1.3.1 Training Plans

Subcontr-t
3.1.3.9 Contro Plan

ccU-0132-10.04m
Figure 3-4. Plan the Program

3.1.3 ACTIVITY - PROGRAM PLANNING ALLOCATE THE
Program planning is necessary for the Concept RESOURCES
Exploration phase in order to define specific inputs
and outputs, the responsibility for these inputs and
outputs, the schedule for these inputs and outputs,
and the resources to be allocated, all based on
customer priorities. As a baseline, planning will
consider the Activities, Inputs, and Outputs
described in paragraphs 3.1.3 through 3.1.7. If an
organization has a set of clear, .,omprehensive, and
integrated process descriptions embracing the intent
of paragraphs 3.1.2 through 3.1.7, these should be
used in lieu of separately prepared program plans.
Specialists in the disciplines of Reliability, Design,
Testability and Manufacturing must concur with the
content of the program plan.
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3.1.3.1 INPUT - FUNDING PROFILES FUNDING
The supplier should have a funding process that is RESPONSIVE TO
interactive, flexible, and responsive to customer CUSTOMER NEEDS
needs and priorities. Funding profiles should be an
element of initial requirements reviews to ensure that
they are consistent with customer priorities.

3.1.3.2 INPUT - CONTRACT
REQUIREMENTS
This input consists of a complete description of
overall program objectives, schedules, task
definitions, and deliverables (reports).

3.1.3.3 INPUT - TECHNICAL OBJECTIVES
Output 3.1.2.3 serves as an input to the Program
Planning Activity.

3.1.3.4 INPUT - TRADE STUDY
CANDIDATES
Output 3.1.2.5 serves as an input to the Program
Planning Activity. Additional Trade Study
candidates may be identified based on customer
needs and supplier experience. The candidate list
should define specific measures of merit being used
to evaluate trade study issues or alternative designs.
Reliability attributes should always be included as
trade study measures of merit.

3.1.3.5 OUTPUT - TAILORED PROGRAM
PLAN
The supplier should prepare a program plan for
Concept Exploration using the Activities, Inputs, and
Outputs of paragraphs 3.1.2 and 3.1.4 through 3.1.7
for guidance. Plans should be tailored based on the
complexity and scope of the program. Existing
organization-wide process descriptions should be
used if they are comprehensive and cover the intent
of paragraphs 3.1.2 and 3.1.4 through 3.1.7. Plans
must always identify acceptance criteria,
responsibility, and schedule for both input and
output products.

3.1.3.6 OUTPUT - COMPUTER AIDED CONCURRENT
ENGINEERING (CAE) TOOLS ENGINEERING
The supplier must continuously maintain and update
the definition of hardware and software design
automation tools and the interoperability of
equipment and data bases. These plans would
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generally be done on an organization-wide basis
and should include plans and provisions for training.
Concurrent Engineering demands automation and
the capability for the interchange of data.
Consideration of customer use/access to data bases
should always be part of these plans.

3.1.3.7 OUTPUT - TECHNICAL
OBJECTIVES FLOWDOWN
The initial Quality Function Deployment will identify
the system level technical attributes and parameters
associated with satisfying customer needs, the
quantitative objectives for these attributes and
parameters, and a quantification of the relative
importance of each attribute or parameter based on
customer priorities. If required for further analysis or
trade studies, these system level attributes and
parameters will be decomposed or allocated to lowerlevel parameters and objectives. Traceability to

customer needs and quantification of importance
based on customer priorities must be maintained.

3.1.3.8 OUTPUT - BENCHMARKING AND
TRAINING PLANS
The supplier must develop benchmarking plans to
correct weaknesses identified during the Quality
Evaluation Activity. These plans should identify the
specific corrective actions necessary for
improvement that will be beneficial to the conduct of
Concept Exploration. An evaluation of the
capability of program personnel to implement the
Activity, Input, and Output requirements of Concept
Exploration must be conducted. Training plans to
correct any deficiencies must be prepared. Training
plans should also include provisions for ensuring
that program personnel fully understand the tasks to
be performed and the objectives for reliability
attributes.

3.1.3.9 OUTPUT - SUBCONTRACTOR
CONTROL PLAN
If required, the supplier must prepare plans that
describe the methods used to flow the Activities,
Input, and Output tasks of this phase to
subcontractors. These plans should define supplier
selection criteria and the allocation of technical
objectives.
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Input Activity OutputI3.1A.11 Technical Objectives 3.1.4.5eTechnology
3.A1(Output 3.1.2.3 !Or 3:.1.3.)L1.. Assessment Reprt

3.1A. Technology/ 3.1.4 3.1.4. Risk Assess.142ConcWp Data Assess Rpr
Technologies

3ify 3.1A.7 Critical Functions
cRisks and Parameters

Use Data 132-2

Figure 3-5. Assess the Technologies

3.1.4 ACTIVITY - ASSESS TECHNOLOGIES DEFECT PREVENTION
AND IDENTIFY RISKS ACTIVITY
The supplier must begin the process of developing
methods for preventing or eliminating defects in
product reliability attributes (life, durability, defect
rate, BIT performance). The activity includes
identifying initial design, application, and de-rating
criteria, environmental sensitivity, critical
parameters and functions, parameter variability,
projected manufacturing technology, and
quantitative performance expectations for reliability
attributes.

As an inherent part of this Activity, the supplier must
establish the integration of multiple disciplines
focused on defect prevention. For example, the
definition of BIT requirements and fault tolerance
features must be traceable to the definition of critical
functions or parameters accomplished by Failure
Modes Effects or similar analyses. Similarly, the
initial definition of key manufacturing processes
should be focused on critical functions or
parameters. This activity addresses both defect
prevention for new technologies and defect
elimination for the existing technology being applied
to the system concept.

3.1.4.1 INPUT - TECHNICAL OBJECTIVES
Output 3.1.2.3 or 3.1.3.7, as appropriate, serves as
an input to Activity 3.1.4. This input identifies the
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technical attributes and parameters and their
baseline quantitative objectives.

3.1.4.2 INPUT - TECHNOLOGY/CONCEPT
DATA
The new technology and systems concepts must be
completely defined, including identification of
functionally and/or physically similar existing
technologies or systems. These identifications
should define the environmental and use
applications of the existing technology or systems.
Factors that should be identified for the new
technology or systems include definition of system's
functions derived from the mission description,
environmental constraints or sensitivities, critical
attributes, parameters, or functions, variability range
of critical parameters, packaging concepts, and
projected manufacturing technologies or processes,
especially those associated with critical functions or
parameters.

3.1.4.3 INPUT - EXPERIENCE DATA LESSONS LEARNED
The supplier must assemble all potentially relevant
experience data. These data include customer and
internal Lessons Learned, user reliability attribute
performance data for functionally or physically
similar technologies/systems, results from related
research, existent design and application guides
(e.g., derating, design margins), and current
manufacturing process defect rate data. Data
concerning lessons learned and the performance of
comparable systems should be thoroughly
coordinated with the customer.

3.1.4.4 INPUT - ENVIRONMENT AND USE
DATA
The supplier must derive first order environment and
use data from the customer-provided Mission
Descriptions. These data should address the
primary fault-producing external environments, such
as temperature extremes, temperature cycling,
vibration, shock, and humidity produced by both
expected op6iating conditions and maintenance
conditions. Data should include maximum
conditions and an estimate of cumulative lifetime
exposures based on expected missions, basing, and
maintenance frequency. Functional analyses will
be conducted to define operating profiles for the
system.
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3.1.4.5 OUTPUT - TECHNOLOGY DEFECT REDUCTION
ASSESSMENT REPORT DESIGN
This report should accomplish two objectives: 1) CONSIDERATIONS
define, quantitatively, the expected performance
levels for the system reliability attributes, and 2)
provide an initial definition of design constraints and
application guides which will prevent defects.
Quantitative performance expectations are to be
based on comparisons to user performance levels
for functionally or physically comparable current
technology or systems. The estimates of quantitative
performance for the proposed system are to be
supported by specific engineering rationale that
include causal analysis of existing performance
levels. All critical parameters and/or functions
should be identified via Failure Modes Effects or
similar analyses. Initial estimates of allowable
critical parameter variability should be made. The
report will describe defect reduction elements, such
as lessons learned, constraints and application
guidelines/design margins, definition of
environmental stress sensitivities, and required
manufacturing technologies or processes applicable
to both new and existing technologies proposed for
use in the new system.

This is a critical output that should define the
following issues:

Quantitative expectations for system reliability
attributes, such as life, durability, BIT
performance, and defect rates inclusive of
projected manufacturing defects. These
estimates should be based on engineering
justified changes in the conditions which
produced the user experienced performance of
comparable equipment.

"* Identification of specific defect prevention
techniques, such as the incorporation of
lessons learned, design rules such as
application guides and derating, design for
manufacturing principles, and manufacturing
process changes.

"* Identification of the environmental sensitivities
of expected technologies for the purpose of
initiating materials characterization testing.
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Definition of critical functions and parameters
in order to provide a basis for BIT requirements
and fault tolerance features.

Definition of the expected variance in critical
functions or parameters in order to initiate the
process of variability control and the
identification of manufacturing processes
requiring characterization and control.

Generation of this output provides an excellent
opportunity for soliciting customer involvement,
particularly in the definition of lessons leamed, the
performance of comparable equipment, and in the
identification of critical functions or parameters.

3.1.4.6 OUTPUT - RISK ASSESSMENT RISK REDUCTION
REPORT
This report should identify areas of uncertainty
relative to achieving the technical objectives for
reliability attributes and the plans for eliminating
those uncertainties. These risk areas include critical
parameter variability, environmental stress
sensitivities, the absence of design and application
criteria, and the lack of definition of manufacturing
processes and technology. Estimates of reliability
performance that are not justified by substantive
engineering rationale should be considered a risk
area. Special attention must be paid to the
substantiation of reliability attributes (life, durability,
design, defect rates, BIT performance, parameter
variability, and manufacturing defect rates) for new
technologies.

3.1.4.7 OUTPUT - CRITICAL FUNCTIONS
AND PARAMETERS
The supplier should create and maintain a listing of
all critical system functions and/or parameters.
These critical items are identified from functional
analyses and Failure Modes Effects or similar
analyses. Customer inputs regarding the definition
of criticality are required. Fault detection associated
with other critical functions or parameters should,
itself, be included as a critical function.
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Input Activity OuI uA

Technical Otectlves
(Output 23.1.1.3.7 JI

andda1 3.1.5
3.11.2Trade Study Cn ýo Tradeoff 3.1.5A Trade Study Reports

Analysis

31.3Technology/Concepts...3Alternatives D1ata__ý

cC¢2s-o01U214.cm

Figure 3-6. Balance the Design

3.1.5 ACTIVITY - TRADE-OFF ANALYSES BALANCED DESIGNS
Trade-Off analysis is a formal method for making
cost-effective decisions during Concept Exploration.
The program must have an identified list of trade
studies, the measures of merit to be compared for
alternative technologies or system concepts, and a
weight factor for each measure of merit that is
traceable to customer priorities. Trade study
candidates are developed during the Interpretation
of Customer Need (Activity 3.1.2). One or more of
the reliability attributes and measures of merit
representing manufacturing technologies must be
considered for all trade studies. The supplier must
have a well defined Trade-Off process that is linked
to the Requirements and Design Review Activity
(3.1.7).

3.1.5.1 INPUT - TECHNICAL OBJECTIVES
Output 3.1.2.3 or 3.1.3.7 serves as an input to the
Trade-Off Analysis Activity. These are the
quantified baseline technical attributes or
parameters that satisfy customer needs and include
a further quantification that represents customer
priorities.

3.1.5.2 INPUT - TRADE STUDY
CANDIDATES
Output 3.1.2.5 serves as an Input to the Trade-Off
Analysis Activity. The list of candidates may
change during the course of the program and should
be responsive to changes in customer needs or
priorities.

3.1.5.3 INPUT - TECHNOLOGY/CONCEPTS
ALTERNATIVES DATA
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Accurate information regarding the relationships
among technical attributes and parameters (e.g.,
weight versus reliability attributes) and accurate
descriptions of alternative technologies or system
concepts is a key to valid Trade-Off conclusions.
The dalmed relationships among technical attributes
and parameters should be validated by experiment
or extensive analysis. The data defining alternative
technologies or systems concepts should
approximate the depth and quality described in
paragraph 3.1.4.2, Technology/Concept Data.
Weighting factors assigned to the measures of merit
used to compare alternatives should be traceable to
customer priorities defined during Activity 3.1.2.
Specific reliability and manufacturing measures of
merit are to be used for all trade studies.

3.1.5.4 OUTPUT - TRADE STUDY REPORTS
These reports provide a complete record of trade-off
analysis results. This includes the selected
technology or system concept, quantitative values
of technical objectives, the trade-study alternatives,
methods, and selection criteria. The report should
describe how the selection clearly satisfies
customer needs and priorities.

Input Activity Output

611 Technical Objectives
(Output 3.1.2.3 or 3.1.3.7)

31621Technology Assessment 3.1.6UpaeTchil3.1.6.2 Report (Output 3.1.4.5) System 3.1.6. Updated Technical
Requirements

S RIan i3..13 Risk Assessment Configuration 3.1.6.5 Riask euto

[1  Report (Output 3.1.4.6) Recommendation

3 . Trade Study Reports I__._
64 (Output 3.1.5.4)

CC23-0132-22-D4/am

Figure 3-7. Syntheeize the Deeign

3.1.6 ACTIVITY - SYSTEM REQUIREMENTS
AND CONFIGURATION
RECOMMENDATION
The supplier should prepare a summary report of
Concept Exploration phase activities that describes
the preferred system concept and its functions,
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quantified objectives for the system's reliability
attrbute, emerging technologies proposed for
irporatin in toe system, and risk reduction plans
for the rskiest of these technologies.

3.1.6.1 INPUT - TECHNICAL OBJECTIVES
Output 3.1.2.3 or 3.1.3.7 serves as an input to this
Activity. These data define initial baseline
quantified technical objectives.

3.1.6.2 INPUT - TECHNOLOGY
ASSESSMENT REPORT
Output 3.1.4.5 serves as an input to this activity.
This input defines the performance expectations for
reliability attributes, justified by engineering
rationale and supported by design rules.

3.1.6.3 INPUT - RISK ASSESSMENT
REPORT
Output 3.1.4.6 serves as an Input to Activity 3.1.6.
The data summarizes the risks associated with
achieving expected performance levels for the
reliability attributes and the plans for the control of
these risks.

3.1.6.4 INPUT - TRADE STUDY REPORTS
Output 3.1.5.4 serves as an Input to Activity 3.1.6.

3.1.6.5 OUTPUT - UPDATED TECHNICAL
OBJECTIVES
Based on the noted inputs, the supplier must
synthesize a revised set of quantitative objectives
for the preferred system concept reliability
objectives. This output should specify how these
objectives satisfy customer needs and identify
relevant analyses, trade study reports, and
customer reviews which justify the decisions.

3.1.6.6 OUTPUT - RISK REDUCTION PLANS
These plans describe all moderate to high risk
technical issues and the recommended analyses
and tests required to reduce the risks to low levels.
These plans define the measures of merit that will be
tracked, the current levels of these measures, and
the threshold values that constitute low risk. These
plans include the definition of fall back technologies
and quantify the impact of implementing the fall back
position. All technologies requiring risk reduction
plans should include one or more measures of merit
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dealing with reliability attributes in those plans. Risk
Reduction Plans specifically addressing
achievement of customer objectives for reliability
attributes may be required based on customer
control and audit results. (See paragraph 3.2.)

hnuft Activity Output

Activty Outpus (Outpt
3.1.7.1 •t•Acties 3.1.2 3.1.4, 3.1.7

3.1.5 and 3.1.6) Requiements 3.1.7.3 Design Review Repouts

and Design

3.1.7.2 1Deelgn Review Reviews.1.2Procedures

cc 23-0132-23-D,&r

Figure 3-8. Control the Proceee

3.1.7 ACTIVITY - REQUIREMENTS AND
DESIGN REVIEWS
This activity must maintain an essential discipline
throughout the activities of this phase and ensure
that the "voice of the customer" is defined and
heeded. The supplier should have a documented
design review procedure that ensures consistency
and thoroughness. The timing of Requirements and
Design Reviews takes place during the Planning
Activity (3.1.3). The inputs to the reviewed activities
should serve to define entry criteria for reviews with
the outputs providing the source of exit criteria.

3.1.7.1 INPUT - ACTIVITY OUTPUTS
The outputs of activities 3.1.2 through 3.1.6 should
be subject to the review process. This includes both
internal reviews and customer reviews.

3.1.7.2 INPUT - DESIGN REVIEW
PROCEDURES
The supplier must have an established and
documented procedure for conducting internal
review of requirements and design. The procedure
covers review frequency, entry and exit criteria,
definition of participants, agenda requirements, and
closure plans for action items. Reviews should
always have an agenda which defines the customer
needs to be reviewed and specific review entry and
exit criteria. With customer concurrence, these
review procedures will serve as the basis for
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customer reviews. Every review must include a
definition of appica*e customer needs and a
demonstisimon of satsfaction of those needs.

3.1.7.3 OUTPUT - DESIGN REVIEW
REPORTS
All design reviews must have results documented,
including a definition of actions, responsibility for
action closure, criteria for action closure, closure
dates, and final disposition of action item.

3.2 CONTROL AND AUDIT QUANTIFY THE RISK

The control metrics for the Concept Exploration
phase process combine the Risk Factor assessment,
described in paragraph 2.2, and an evaluation of the
quantified reliability objectives contained in Output
3.1.6.5.

The principal benefits of the Risk Factor assessment

are as follows:

"* Encourages customer/supplier involvement.

"* Requires an evaluation of the quality of all
significant process activities, inputs, and
outputs during this critical early phase of the
acquisition process.

"* Provides credibility to quantitative estimates of
reliability attributes.

"* Defines a numerical value representative of
the degree to which the entire process is in
control. These values are used as thresholds
for corrective action.

The Risk Factor assessment uses the process
described in paragraph 2.2 with the following
changes:.

1) The Quality Evaluation Activity (paragraph
3.1.1) has been added as an activity requiring
a score representing its probability of failure.

2) The weight factor for the Technology
Assessment Activity has been changed.
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3) The consequence of failure has been modified
lo account for mission and safety impacts and
cost consequence.

The Risk Factor assessment is conducted in
accordance with Figures 3-9 through 3-15 (pages
3-23 through 3-29). Figure 3-10 (and 4-10), which
provide the probability of failure criteria for the
Quality Evaluation Activity, contain a reference to a
"CAP" assessment. This is the Certification and
Audit Procedure contained in Volume II of this
handbook. The resultant Risk Factor is a score that
represents a combination of the likelihood of failure
of the reliability process and the consequences of
failure.

If the assessment indicates that the risk factor RISK REDUCTION
-associated with achieving reliability objectives is
too high, corrective action should be taken. The
recommended actions and the associated Risk
Factor scores are as shown in Table 3-1.

TABLE 3-1
Risk Reduction

Risk Factor
Score Recommendation

< 0.4 None

> 0.4 - < 0.7 Optional Risk Reduction Plan for
Reliability

> 0.7 Mandatory Risk Reduction Plan
for Reliability

The customer is responsible for the Risk Factor
assessment. Ideally, the assessment is done on a
continuing basis during the Concept Exploration
phase based on customer/supplier interaction. As a
minimum the information required for the assessment
can be obtained during Design Reviews.
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Prubill ofFellrs ___ CmssWmes of Fallaen

of~of FutedWl" ~
cm . Fedeq crbf d Failure Fader COMMi

131) adoquato ually, 0.1 3.1.1 Figure CO) s~tyor 3-15iur

hiandoquds Definition (3 3.1.2 Figure Imlped
(2) nd Updaleof 3.1.7 3-11

Customer Requiremnets C () Codt impact a.5 Figure
_____________________ ____ _____(2)3-15

P43  FalyPann 0.2 3.1.3 Figure 051)3-12 c (F) 0.Sc(2)
p14)1  Incmplet. or Inadequa 0.2 3.1.4 Figure 05(

Technology Assessment 3-13

P (5) inadequate Trade Studio, 0.2 3.1.5 Figure
3-14

- -.;4 - -1,5 ccg"-o324.-1uM

Figure 3-9. Risk Factor: Concept Exploration Phase
Risk Factor - P( +Co -P( XGC

Probability
of Fallure Critisra for Activity 3.1.1

0.1 Supplier has a consistent,. recognized and demonstrated history of high quality and has complIeted a
CAP Assessment or Malcolm Baldrig. application with a score above 500.

0.3 Suppler has a recognized commitment to high quality, but quality results are occasionally deficient.
Has completed a CAP Assessmnent or Malcolm, Baidrig., application with a score above 350.

0.5 Supplier commitment to quality is not completely evident. Has completed a CAP Assessmenrt or
Malcolm Baldrige application with a score above 250.

0.7 Supplier has completed a CAP Assessment or Malcolm Baidrige application with a score above 150,
but has no specific plans for improvement.

0.9 Contractor has completed a CAP Assoessment or Malcolm Baldrige application with a score beelo"w 150.]

CC34-CO79.-2-D

Figure 3-10. Probability of Failure, P : Quality Evaluation
(1)
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robFability Crtera for Activitie 3.1.2 and &1.7of Failure

0.1 Customer needs have been Identifled and prioritized In a systematic manner and transsled into
product technical objectives. Trade study candidates have been Identified. Design reviews have clearly
defined exit criteria, customer needs are reviewed and updated, compliance with customer needs are
shown. Related research and additional enabling research Identified and documented.

0.3 Customer needs have been Identified In a systematic manner and translated Into product technical
objectives. Trade study candidates have been Identified. Customer needs reviewed and updated at
design reviews. Compliance with customer needs are shown. Related research and additional enabling
research Identified and documented.

0.5 Customer needs have been Identified and translated into product technical objtves. Trade study
candidate ist Is incomplete. Design reviews show compliance with customer needs. Incomplete
Identification and documentation of related research and additional enabling research.

0.7 Customer needs only partially Identified with no clear traceability to product technical objectives. Trade
study candidate list is incomplete. Design reviews not thoroughly focused on customer needs. Very
limited Identification and documentation of related research and additional enabling research.

0.9 Limited customer/supplier interchange. Customer needs not validated with customer, design reviews
do not specifically address customer needs. No clear integration of current research or definition of
additional enabling research.

CC23-0132-29-OjMuf

Figure 3-11. Probability of Failure P : Customer Need. Interpretation(2)
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Probabi~ly
of Failure Critlent for Actvivty 3.1.3

0.1 Funding profiles are Influenced by customer needs and priorities. Ml contractftechnlcal
requirements have been addressed. Phase tasks are tailored to customer Priorities. Customner
needs clearly trarnsmited to all personnel. Training needstpaus, benchmnariting plan for contvinuous
Improvement Identified, CAE tools available and data bases Integrated. Allocated technrcal
objectives "flowed doWn and clearly traceable to customer needs.

0.3 Funding profiles are paritally Influenced by customer needs and prioritles. Contracftsechnical
requirements have been addressed. Customer needs niot adequately transmitted to all personnel.
Training not specifically addressed. No benchmarklng plan. CAE tools fist not complete. Allocated
technical requirements partially traceable to customer needs.

0.5 Funding profiles not matched to customer needs and priorities. Contractttechnlcal requirements
have been addressed. Umnited tansmitital of customer needs ID all personnel. Umited CAE tools
defined and data bases are not integrated. Alocated technical requirements not traceable to
customer needs.

0.7 Funding Inadequate. Conract/technical re - Arements partially addressed. Very limited transmittal of
customer needs to all personnel. very limited CAE tools.

0.9 Funding kiadequate. Contract/technical requirements partially addressed. No evidence of
transmittal of customner needs to personnel. Extremel~y Imited use of CAE tools.

CC2"-132.30-ý.

Figure 3-12. Probability of Failure P :Program Planning
(3)
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P obill Crillri for Ac~lty &M.

of Failk"e To Determine the Total Score. Add Individual scores and 01Wde by Six (6)

mew Technodhwy Da"wn~fo

0.1 New technologies/design concepts am fully described. Positive and negative features and gaps In the knowledge base are
defined. Expected operating ewironment defined and traceable to customer mission description.

0.3 New fechnologlea/deslgn concepts are partially descrlbed. Positive and negative features not adequately detined. Gaps In the
knowledge base are paulally addressed. Expected operating environment defined and traceable to customer mnlsaon
description.

0.5 New technologeswdeslgn concepts are partially described. Some positive features, few negative features defined. Limited
definition of gaps In the knowledge base. Expected operating environment does not consider maintenance operations.

0.7 Superfldal description of new technologies/design concepts. Negative features not addressed. No descrplon of gaps In the
knowledge base. Limited description of expected operating environment.

0.9 New technologles/design concepts proposed without a dear assessment of positive or negative features. No description of gape

In the knowledge base. Limited description of expected operating environmenL

Expmie RRUWfifly Pdoom ance

0.1 Quantitative performance level estimates based on comparison to current customer experienced levels of performance of
existing comparable equipment Clear engiheering rationale Is provided for all expected Improvements. Initial definition of

deslgn(application criteria complete. Lessons learned datals available (e.g., derating, environmental sensitivity).

0.3 Quantitative performence level estimates based on comparison to current levels of performance of existing comparable
equipment. One or more key performance parameters (e.g. lie, fattgue, false alarm rate. etc.) Is not Identified. Clear
engineering rationale Is provided for alt expected Improvemetts. Initial definition of deslgrVappll•cation criteia complet. Lessons
learned data Is available (e.g., derading, environmental sensitivity).

0.5 Quantitative performance level estimates based on comparison to current levels of performance of existing comparable
equipment. Key perlormance parameters missing and engineering rationale for expected Imppmvements Is weak. initial definilon
of oesigrvapptlcatlon criteria complete. Lessons learned data is available (e.g., derating. environmental sensiivity).

0.7 Quantitative performance level estimates have limited reference to the performance levels of existing comparabl equipment.

mEnglneerig rntionale for expected Improvements Is weak. Limited definition of deslgrvappilcatlon cdteda or lessons learned.

0.9 No deflnltion of existing comparable equipment deslgnrapplication criteria or lessons learned.

Cd~cal P&rainaefs or Funcflorr

0.1 Failure modes effects analysis or similar analyses have been conducted to Identify citical paramterm or functions. Fault
detection and fault tolerance approaches systematically defined and related to critical parameters or functions. Variability of
critical parameters have been estimated.

0.3 Failure modes effects analysis or similar analyses have been conducted to identify critical parameters or functions. Fault
detection and fault tolerance approaches systematically defined and related to critical parameters or functions. Variability of
critical parameters not estimated.

0.5 Failure modes effects analysis or similar analyses have been conducted to identify critical parameters or functions. Fault
detection and fault tolerance approaches partially related to critical parameters or functions and not accomplished concurrently
with failure modes effects analysis.

0.7 Failure modes effects .a-M'ysis or similar analyses have been conducted to identify critical parameters or functions. No evidence
of linkage between this anaysls and the definition of fault detection and fault tolerance approaches.

0.9 Failure modes effects analysis or similar analyses not conducted or not linked to identifying critical parameters or functions, fault
detection or fault tolerance approaches.

CC23-0132-31-D/amn

Figure 3-13. Probability of Failure P(4j Technology Assesement
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Al-vwlecs,*ig T-hirmcogy

0.1 New packaging concepts and manuactuling technologies Identified. Sources of vaflablllty have been Identified.

0.3 New packaging concep" an manufacturing technologies Identified. Variability niot addressed.

0.5 New packaging concepts and maniulacluring technologies only partially addressed.

0.7 New packaging concepts partially addressed. Umliad dlesription of marufacludrng technologies.

0.9 Slight attention to new packaging concepts or manufacturing technologies.

Mak Raduciali Met

0.1 AlN rAsk areas clearly Identified (unproven technologies. packaging concepts, or manufacfuring technologies, major differences
between customer needs and the justified performance of the eqlipment). Risk reduction plans Include me~asures of merit to
be trackted and tests and analyes to be conducted.

0.3 AM risk areas clearly Idlentilled (unprovemn technologies, packaging concepts, or manufacturing techdogloges, major differences
between customer needs and the justifIed performance of the equipmend). Risk reduction plans partially defined, missing one or
more of the foltowing. *measures of meflV to be tracked and tests or analyses to be ct.ndicted.

0.5 Risk areas not clearly Identified (unproven technologies, packaging concepts, or manlufacturing techoologies, major dilerences
between customer needs and the justified performance of the eqiuproent). Risk reduction plans partially defined, missing one or
more of the following: 'measures of merit to be tracked. Tests or analyses to be conducted.

0.7 Few risk areas Identified (unproven technologies, packaging concepts, or manufactudring technologies, major differences
between customer needs and the justified performance of the equipment). Risk reduction plans Incomplete.

0.9 No risk reduction plan.

Faiwonlt16 Re -eerACh

0.1 Areas for further research defined. Process In place for Incorporating these in company-wIde research programs.

0.3 Areas for further research defined. No specific process for Incorporating them In company-wide research programs.

0.5 Areas for further research partially dlefined. No speiflc process for Incorporating thes In comparvy-wilds research programs.

0.7 Areas for further research partially Identified. No evidence of Incorporation In companry-wide research programs.

0.9 Umlhed dlefirtition of reqlirementis for further research.

OC23-0l3242-~m

Figure 3-13 (Continued). Probability of Failure P(4i Technology Aseessment
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Probabiliyof Failure Criteria for Activity 3.1.5

0.1 Trade study effort comprehensive. Candidates selected based on conflicts in satisfying customer
needs. Alternative technologies/designs evaluated in a manner similar to that done for the baseline.
Trade study parameter weights are traceable to priorities identified during customer needs
interpretation activity.

0.3 Trade study effort comprehensive. Candidates selection not completely traceable to conflicts in
satisfying customer needs. Alternative technologies/designs evaluated in a manner similar to that
done for the baseline. Trade study parameter weights are not completely traceable to priorities
Identified during customer needs interpretation activity.

0.5 Trade study effort limited. Candidate selection not completely justified. Alternative
technologies/designs evaluation not as thorough as done for the baseline. Trade study parameter
weights are not traceable to priorities identified during customer needs interpretation activity.

0.7 Trade study effort limited. Candidate selection not justified. Limited effort in evaluating alternative
technologies/designs. Trade study parameter weights not related to customer priorities.

0.9 Trade study effort very limited. Results not credible.

CC23-0132-33-Dr•im
Figure 3-14. Probability of Failure P(5i Tradeoff Analyses

3-28



CHAPTER 3
CONCEPT EXPLORATION PHASE

Consequences
of Failure Critlera for Mission Consequancm (C(1)

Score

0.1 Equipment is not significant to either mission completion or sortie generation capability.

0.3 Equipment provides moderate enhancement to mission success.

0.5 Equipment is significant to mission success or successive sorties will not be launched if
equipment Is Inoperative.

0.7 Item is mission critical. Failure will always cause a mission abort.

0.9 Item is safety critical.

Consequences
of Failure Critiera for Cost Consequence. (C(M)

Score

0.1 Equipment is simple (si,000 parts).

0.3 Equipment is of minor complexity (1,000 - 2,000 parts).

0.5 Equipment is moderately completx (2,000 - 4,000 parts).

0.7 Equipment is significantly complex (4,000 - 6,000 parts).

0.9 Equipment is very complex (>6,000 parts). "

GC34-W7 --0

Figure 3-15. Consequence of Failure Criteria
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The quantified reliability objectives of Output 3.1.6.5 CUSTOMER BASED
are the other control metric(s) for the Concept RELIABILITY
Exploration Phase. As noted in paragraph 3.1.4.5, EXPECTATIONS
these projected values for the reliability attributes
(life, durability, defect rate and BIT performance)
must be based on a causal analysis of customer
experience data on similar equipment with
accompanying engineering rationale for the
expected performance of the proposed system. The
general process is illustrated by Figure 3-16.

Design
Information

Evaluate Proposed Design
Reliability

Compare to Similar Products
Do Component vs Field-Failure

Record
Major Reliability Concerns

Innm
Pareto Chart

Fletif Dovument

CC23-0132-26-D

Figure 3-16. Reliability Estimates Based on
Similar Equipment

The quantification of performance based on
comparisons to similar equipment is the preferred
approach during the concept exploration phase. It
has the following benefits:

"* Emphasis on credible solutions to all reliability

problems

"• Focus on customer use and environments

"* Encourages customer involvement

3-30



CHAPTER 3
CONCEPT EXPLORATION PHASE

"• Consistent with the level of detail available early
in development

"* Focuses attention on areas lacking a credible
explanation regarding the satisfaction of
customer needs

If, by the end of the Concept Exploration
phase, less than sixty percent (60%) of the
difference between current performance and
customer needs is supported by credible
engineering rationale, corrective action
should be required as part of risk reduction
plans.
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4.1.2 41.1A 4.116
4.1.1 4,e.2 4.1.3 Rellablity 4.1.5 EMD

Quality Interpret Program Analyls Tradeoff

Evaluation Customer Planning and Risk Analysis Spedfction
Needs RdcinDevelpmn

Reduction

4.1.7
RequkOements and Design Reviews

Actvity Timeline

4.1.2 Interpret Customer

4.1.3 Program"I Planning

4.1.41 RellabilIty Analysis and Risk Reduction

4.41. Tradeoff Analysis I
4.1.6O ca

4.1.71 Reuireeents and Design Reviews pmet

Figure 4-1. Demonstration and Validation Phase Activitie
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4.0 INTRODUCTION PROCESS OVERVIEW

This chapter defines the activities that should take
place during the Demonstration and Validation
Phase to ensure the attainment of product reliability
attributes. Figure 4-1 shows the essential refliability
activities for the Demonstration and Validation
Phase and the general time-phasing of these
activities. Activity 4.1.1, Quality Evaluation, is
intended to be a pre-contract award activity.
Secondly, for maximum benefit and efficiency, much
of Activity 4.1.2, Interpret Customer Needs, should
take place prior to either the release of Requests for
Proposal or contract award. Completion of both
Activity 4.1.2 and the remaining activities of the
phase takes place within the framework of
contracted work. As described for the prior
acquisition phases, the Activities of this phase that
follow Program Planning are iterative, interact with
each other, and the activity outputs should be
continuously compared to customer needs. Detail
descriptions of the Activities and their Inputs and
Outputs are provided in Paragraphs 4.1.1 through
4.1.7. There are several instances of commonality
between the tasks of this phase and previous
phases. In these cases, reference is made to an
appropriate earlier paragraph with any unique
description provided in the paragraphs of this
chapter.

4.1 SUMMARY OF ACTIVITIES ACTIVITY SUMMARY

There are two principal objectives for the
Demonstration and Validation Phase: 1) risk
reduction, and 2) EMD specification development.

Technology issues that have been identified as
offering substantial benefits and which have also
been rated as moderate to high risk are subject to
analysis and test to reduce their risk to low levels for
entry into Engineering and Manufacturing
Development (EMD). Fallback positions are
identified and developed for each technology risk
issue for implementation in the event that the risky
technology cannot be satisfactorily developed.

The performance requirements for the preferred
baseline system concept are refined through
analyses, trade studies and risk reduction actions.
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Firm performance and verification requirements are
established for inclusion in EMD technical
specifications.

These two themes are supported by the reliability
process described in paragraphs 4.1.1 through
4.1.7. Validation of reliability attributes (life,
durability, defect rates and BIT performance) should
be part of each technology risk reduction effort.
Achievement of high reliability may, in itself, be
considered a risk issue and subject to a specific risk
reduction plan during this phase. Additionally,
quantitative reliability performance and verification
requirements, supported by engineering rationale
and actions, are developed for inclusion in EMD
performance specifications.

The seven critical activities of this phase are:

1 ) Quality Evaluation
2) Interpret Customer Needs
3) Program Planning
4) Reliability Analyses and Risk Reduction
5) Trade-Off Analyses
6) EMD Specification Development
7) Requirements and Design Reviews.

Most of the activities are common to those defined
for the Concept Exploration Phase. The significant
differences are primarily based on the level of
system detail involved during Demonstration and
Validation as compared to Concept Exploration.

The Quality Evaluation is used to establish a CONTINUOUS
quantified baseline for continuous improvement. I M P ROV EM EN T
The evaluation is conducted as part of supplier
proposal requirements and is part of source
selection criteria. If suppliers have previously
completed the evaluation as part of the Concept
Exploration Phase some improvement in the results
should be expected.

Accurate interpretation of customer needs is one of
the most critical activities of this phase, as it was
during the Concept Exploration Phase. The
Demonstration and Validation Phase is lengthy and
some customer needs and priorities can change
substantially during this phase. During the
Demonstration and Validation Phase, customer
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needs, which were translated to system level design
requirements during Concept Exploration, are
flowed-down to, at least, the subsystem level.

The program planning activity is substantially the
same as that done for Concept Exploration. An
updated Risk Reduction Plan is an output that is
unique to the Demonstration and Validation Phase.

Substantial breadth and depth is included in the
Reliability Analysis and Risk Reduction Activity.
Environment and Use data are more specifically
defined and translated into profiles representing life-
time stresses. These are used to both assess
quantitative reliability attributes and define materials
characterization test requirements. Technology risk
reduction testing and analyses are used to
substantiate the reliability expectations of the
proposed new technologies. The definition of
critical functions and parameters are expanded to
lower levels of detail and results are used for
variability control analyses. Proposed
manufacturing technologies and manufacturing
processes are described. Critical processes -re
identified and the initial steps for process capability
determination are taken.

Trade studies continue to be the primary vehicle for
defining a balanced design. Trade studies will be
much more detailed and numerous than those
conducted during the Concept Exploration Phase.
The studies will be focussed on identifying a specific
system co-,figuration and performance attributes.

The ultimate output of the Demonstration and
Validation Phase is a set of technical specifications
and related documentation for EMD. These will
define both performance and verification
requirements for both the system and, in general,
critical subsystems. Related documentation
includes statements of work, supplier requirements,
supplier selection criteria and EMD risk reduction
plans.

Requirements and Design reviews bring discipline
and a focus on customer needs to the Demonstration
and Validation reliability process. These reviews,
which include both internal and external customer
reviews are a primary vehicle for continuing the
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idW•ication of cmer needs and the pnornt of
those needs.

Input ActIvIty •u•[ ...1Evaluation
4.1.1.1 In -lns 4.1.1 Quality

rDuality 4.1.1.3 Evaluation

4.11. Evaluation Evaiuation Report
Crtteda cc34-o7,•

Flgure 4-2. Quality Evaluation

4.1.1 ACTIVITY - QUALITY EVALUATION EVALUATE THE
This pre-contract award Activity establishes a W H OLE
quantitative baseline for continuous improvement. In ORGANIZATION
response to customer instructions, the supplier
conducts an internal review of company-wide use at
quality practices. This evaluation uses criteria
derived from Malcolm Baldrige Award criteria.
Recommended criteria are provided in Volume II of
this guide.

This activity and its Inputs and Outputs are basically
the same as defined in paragraph 3.1.1 for Concept
Exploration. In the conduct of this activity it is
expected that each major functional division (e.g.,
Manufacturing, Engineering, etc.) within an
organization will assess their activities in light of the
criteria contained in Volume II of this guide. At the
organization level the inputs from the functional level
are to be aggregated and compiled into a single
report for submittal to the customer.

This Activity should be applied to all major contracts
and subcontracts. The Activity can be integrated
with enterprise wide actions such as supplier
certification programs. Once the activity has been
completed the results should be universally
applicable to multiple contracts.

4.1.1.1 INPUT - EVALUATION
INSTRUCTIONS
The customer includes in his request for proposal a
complete set of instructions for conducting the
quality evaluation. These include directions in
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Executive Summaries, detail instructions in the
Instructions to Offerors (Evaluation Criteria,
Reporting Requirements), and the relationship of the
evaluation to source selection award factors. An
example of instructions is provided following
paragraph 3.1.1.3. Repoit format requirements for a
Malcolm Baldrige Award Application are
recommended.

4.1.1.2 INPUT - EVALUATION CRITER!,-
The customer supplies the criteria to be used fo, the
quality evaluation. Volume II of this guide provides a
set of recommended criteria patterned after the
Malcolm Baldrige Award criteria.

4.1.1.3 OUTPUT - QUALITY EVALUATION
REPORT
The supplier provides a quality evaluation report in
accordance with customer reporting requirements.
This report is to be used by both the customer and
the supplier. The customer will score the results and
use this in source selection. The supplier should
similarly score his results and use this evaluation to
define weaknesses and plan the required
improvements.

If the results of a quality evaluation have been
previously reported, for example as a part of the
Concept Exploration Phase, and more than a year
has elapsed since the evaluation, a customer should
expect to see improvement relative to the score of
the previous report. Both the absolute score and
improvement should be considered in the
application of results to source selection.

Input Activity Output

4 Customer Needs
1 ...1and Objectives 4.1.2 F4.1,21-3 Technical

InterpretCustomer

4.1.2.2 Detn CuNeeds 4.1.2.5 Trade Study

"1 4 .Candidates
CC23-"132-S6-Opm

Figure 4-3. Interpret Customer Needs
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4.1.2 ACTIVITY - INTERPRET CUSTOMER FLOWDOWN
NEEDS CUSTOMER NEEDS
A systematic, comprehensive process for defining
customer needs, the priorities associated with these
needs, and the translation of these needs into
quantified technical objectives must be implemented
for this phase. Quality Function Deployment is the
recommended tool for implementing this Activity.
This is one of the most critical activities of this phase.
Customer contact and inputs should have taken
place prior to contract award as part of pre-RFP
release discussions. At a minimum, this Activity
must take place as one of the first activities of the
Demonstration and Validation Phase. Customer
needs documented in contract technical material
should always be supplemented and validated via
direct contact. Customers must encourage and
support these contacts.

The translation of customer needs into system level
technical requirements should have taken place
during the Concept Exploration Phase. If not, it must
be accomplished during this phase. Additionally,
the flowdown of requirements, via a QFD, to at least
the subsystem level must take place during the
Demonstration and Validation Phase. The flowdown
should continue to the level of indenture required for
the conduct of trade studies and other Demonstration
and Validation Phase analyses.

4.1.2.1 INPUT - CUSTOMER NEEDS AND
OBJECTIVES
Customer needs and objectives should be explicitly
defined in the contract technical documentation,
such as Statements of Work and preliminary
specifications. However, all contract documentation
must be reviewed for descriptions of customer
needs. Additionally, the supplier must plan for early,
direct, and frequent customer contact to validate and
refine the documented needs. These contacts -nust
focus on a multidisciplinary definition of customer
needs.

4.1.2.2 INPUT - EXPERIENCE DATA
The supplier must ensure that customer documented
needs are subject to review by experts in all areas
so that all needs are identified and properly
translated into technical objectives and flowed
down. The supplier must also ensure that customer
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needs and technical objectives, defined during the
prior acquisition phase is available for application to
the Demonstration and Validation contract. The
experience data base should include a thorough
and documented understanding of both good and
bad customer experience with current products as a
preferred method for aiding in the identification of
needs.

4.1.2.3 OUTPUT - TECHNICAL
OBJECTIVES
The supplier must provide a definition of specific
technical attributes and parameters that will satisfy
all customer needs. Quality Function Deployment is
the recommended method for defining and
documenting these technical objectives. This
definition includes quantitative objectives for each of
the attributes and parameters. The customer needs
must be given weighting factors which represent
priority levels. These factors will be used to define
the relative importance of each of the technical
attributes and parameters. It is critical that the
interaction between reliability technical attributes
and the other technical attributes be identified for the
purpose of identifying trade study candidates.

The technical objectives should be flowed down by IDENTIFY ALL
QFD procedures to the subsystem and lower levels RELIABILITY
of indenture. The flowdown must maintain ATTRIBUTES
traceability to customer needs and, more
importantly, the customer's priorities for these needs.
In order to retain focus on an integrated set of
reliability requirements, it is recommended that all
the product reliability attributes be grouped together
during the QFD development. These attributes
include service life, durability, defect rates, and BIT
performance requirements (e.g., False Alarm rate,
Fault Detection Probability, Could Not Duplicate
(CND) rate, etc.).

Early in the Demonstration and Validation Phase
these quantified attributes and parameters should be
treated as objectives rather than requirements. As a
subset of this output, the supplier must identify, list,
and update all related research that supports the
system development. This list includes any research
not otherwise a part of risk reduction plans in order to
avoid duplication and maximize resources. As the
Demonstration and Validation Phase proceeds,
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additional research applicable to the system must be
identified for inclusion in future plans.

4.1.2.4 OUTPUT - TRADE STUDY
CANDIDATES
The supplier must identify candidates for trade
studies to be performed during the Demonstration
and Validation Phase. The Quality Function
Deployment techniques can assist in defining these
candidates by evaluating the interactions among
technical attributes. Trade-off analyses are used to
optimize a technical attribute or parameter that
interacts with other technical attributes or
parameters. For example, radar detection range is a
function of power, weight, volume, receiver
sensitivity, reliability, and cost. Trade studies are
also used to select between alternative technologies
or system concepts.

input Activity Output

4.1 oFudies 41.3.1 Tailored
IPoie Program Plan

41.3.2 Contract " 41.3.7 Updated Risk
Requirements jReduction Plan

4.1.3.3 (Output3.1.6.6) Program - 4-1.3 Technical Objective.
I Planning 11n

(Output 4.1. 2.3) j• 4.1.3.9 Control Plan

Trade Study Candidates so I Benchmadking and
4.1.3.5 (Output 4.12.4) 4.1.3.10 Training Plan

4.1.3.11 CAE Tools

CC2-0132-57-D-jsm
Figure 4-4. Program Planning

4.1.3 ACTIVITY - PROGRAM PLANNING
The Program Planning Activity description is the
same as for the Concept Exploration Phase
(paragraph 3.1.3) with appropriate changes in the
reference paragraph numbers. Demonstration and
Validation Phase planning considers one additional
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input, Risk Reduction Plan, and generates one
additional output, an Updated Risk Reduction Plan.
The planning is also more detailed than that done for
Concept Exploratbn as a result of the greater depth
of technical detail and the longer program duration.

4.1.3.1 INPUT - FUNDING PROFILE
The description of this Input is the same as provided
in paragraph 3.1.3.1.

4.1.3.2 INPUT - CONTRACT
REQUIREMENTS
The description of this Input is the same as that
provided in paragraph 3.1.3.2.

4.1.3.3 INPUT - RISK REDUCTION PLANS
Output 3.1.6.6 serves as an Input to the Program
Planning Activity. Risk Reduction Plans are
mandatory for the Demonstration and Validation
Phase. They should be prepared as part of the
Concept Exploration Phase.

4.1.3.4 INPUT - TECHNICAL OBJECTIVES
Output 4.1.2.3 serves as an input to the Program
Planning Activity.

4.1.3.5 INPUT - TRADE STUDY
CANDIDATES
Output 4.1.2.4 serves as an input to the Program
Planning Activity. Additional trade study candidates
may have been developed as a result of risk
reduction plans, customer requests, or supplier
experience. The candidate list should define the
specific measures of merit being used to evaluate
trade study alternatives. Any weighting factors
applied to the trade study measures of merit should
be shown in the candidate list and should be
traceable to customer priorities. Reliability attributes
and/or parameters should be considered for all trade
studies as measures of merit.

4.1.3.6 OUTPUT - TAILORED PROGRAM PLAN FOR RISK
PLAN REDUCTION
The description for this Output is the same as
provided in paragraph 3.1.3.5 with appropriate
changes made to the paragraphs referenced therein.
The tailored program plan should include inputs from
relevant functional disciplines, e.g. Reliability,
Design Engineering, Diagnostics Design,
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Manufacturing, Engineering Technologies (e.g.
Structural Dynamics, Thermodynamics, etc.), and
Logiscs.

4.1.3.7 OUTPUT - UPDATED RISK
REDUCTION PLAN
The baseline Risk Reduction Plan should be
reviewed and modified based on changes in
customer needs, risk assessment results
(identification of technology risk levels), proposed
technologies, and resource constraints. Specific
attention should be paid to including new
manufacturing technologies as risk reduction
candidates. The basic attributes of the Risk
Reduction Plans remain as described in paragraph
3.1.6.6.

A principle subsection of the Updated Risk
Reduction Plan should describe a summary test plan
with requirements for Failure Reporting Analyses
and Corrective Action System (FRACAS). All
testing conducted during the Demonstration and
Validation Phase should be considered risk
reduction testing. The test plan summary should
describe how test results can be used to validate the
reliability attributes of the risky technology, define
environmental stress properties/sensitivities, and
identify variability associated with the critical
parameters of the tested items. The FRACAS plan
should describe test objectives, failure criteria, the
responsibility for root causal analyses and
correction, and the process for ensuring that these
lessons learned are translated into design rules,
application guides, or derating criteria.

4.1.3.8 OUTPUT - TECHNICAL
OBJECTIVES FLOWDOWN
The description of this output is the same as
provided in paragraph 3.1.3.7. The
flowdown/allocation of reliability technical
objectives needs to be done to the level of detail at
which the Demonstration and Validation analyses
and trade studies will be conducted. Allocations
should also be established for any subcontract effort.

4.1.3.9 OUTPUT - SUPPLIER SELECTION
AND CONTROL PLAN
The description of this output is the same as
provided in paragraph 3.1.3.9 with the following
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additons:

1) The reliability and quality criteria used for
supplier selection should be identified.

2) Criteria for defining screening testing that
would be applied to delivered supplier
equipment.

4.1.3.10 OUTPUT - BENCHMARKING AND CONTINUOUS
TRAINING PLAN IMPROVEMENT
The description of this output is the same as
provided in paragraph 3.1.3.8. Some potential
candidates for Benchmarking are:

"* Design for Manufacturing
"* Design for Testability
"* Trade Study Processes
"* Risk Analyses
"* Design for Reliability
"* Design Automation

Emphasis on benchmarking as an effective process
improvement tool must begin early in the acquisition
cycle.

4.1.3.11 OUTPUT - CAE TOOLS
The description of this output is the same as
provided in paragraph 3.1.3.6.
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Figure 4-5. Analysis

4.1.4 ACTIVITY - RELIABILITY ANALYSIS
AND RISK REDUCTION
This is the central Activity of the Demonstration and
Validation reliability process. The Activity is
continually iterated throughout the phase as detail
information is developed through analysis, test, and
trade-off analyses. There are two basic elements of
this Activity:

1) Development of design and manufacturing
criteria and application rules that will prevent
defects in both the new and existing
technologies proposed for systems use.

2) Estimation of quantitative reliability parameters,
based on the above, for inclusion in EMD
technical specifications.

The key implementation issue for a supplier is the
integration and coordination of the efforts of multiple
functional specialties which affect defect prevention
and elimination. The descriptions of inputs and
outputs for this Activity could be used to establish
checklists directed at achieving the required
coordination.
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4.1.4.1 INPUT - SYSTEM DESIGN DATA COMPLETE DESIGN
These data provide a complete engineering DATA
description of the proposed system design. It should
include the following:

"Functional analysis results, functional block
diagrams, and schematics of both the electrical
and mechanical design (e.g. packaging, cooling)
of the system/equipment. The functional
analyses should show time phased functions for
all operational use including routine checkout
and maintenance.

" Description of new technology (parts, materials,
assemblies) including known/suspected
environmental sensitivity, critical parameters with
expected variability, status of development
testing, reference to risk reduction plans, and
packaging concepts.

0 Description of existing technology being applied
to the system.

" Description of comparable current technology
and systems/equipment that can be used as a
basis for quantitative reliability estimates
applicable to the new system. The data is to
include a definition of operating and maintenance
environments and functional operation.

4.1.4.2 INPUT - TECHNICAL OBJECTIVES
Output 4.1.3.8 serves as an input to this analysis
activity. These are the baseline set of quantitative
reliability expectations.

-4.1.4.3 INPUT - EXPERIENCE DATA
These data include the following:

" Existing de-rating, application, design rules,
lessons learned (internal and customer), design
for manufacturing rules, customer use reliability
data for the systems or equipments identified in
Input 4.1.4.1 and manufacturing defect data for
current manufacturing processes.

" Data from related research for the proposed new
technologies and recommended application/de-
rating guides.
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This input provides an opportunity for significant
supplier/ customer interaction during the
development of user experience data on current,
comparable systems or technology.

4.1.4.4 INPUT - ENVIRONMENT AND USE
DATA
The supplier is responsible for defining all local
environmental conditions and resultant
stresses/stress cycles. The data must be traceable
to the customer provided mission description (or
similar document). Relevant information includes
basing location and operating mission profiles.
Internally generated stresses should be derived from
the functional analyses of Input 4.1.4.1. Stresses
generated as a result of maintenance, storage,
handling, transportation and manufacture must also
be derived. The data should show expected
maximum stress conditions and life cycle stress
profiles, showing amplitude and frequency, based
on the distribution of basing locations and
types/duration of missions and other operation/use.
Analyses should focus on primary fault producing
stresses such as vibration, loads, shock,
temperature and temperature cycling, humidity, and
handling stresses.

4.1.4.5 INPUT - RISK REDUCTION RESULTS
The supplier is responsible for ensuring that the
results of risk reduction tests and analyses are used
to develop the design and manufacturing guides
necessary to prevent defects in new or risky
technology. Tests may include materials and parts
properties characterization defining responses to
stress and stress cycling, the identification of parts
and materials critical parameter variability and likely
control factors. Analysis results may include failure
rate, testability attributes, and fatigue analyses.

4.1.4.6 INPUT - MANUFACTURING EARLY
PROCESS DESCRIPTION MANUFACTURING
The supplier should develop initial step by step EVALUATION
descriptions of the projected manufacturing
processes. These should focus on new processes
required for new parts/materials/packaging
technologies and any new manufacturing
technology intended as an improvement to existing
manufacturing processes. These descriptions
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should identify any known constraints placed on
system electrical or mechanical design or unique
stresses imposed on the system elements. The
inputs should address the definition of capability
indices for both existing and new manufacturing
processes and identify any risk reduction analysis or
tests.

4.1.4.7 OUTPUT - DESIGN CRITERIA
REPORT
The supplier is responsible for generatingr a
comprehensive report(s) describing the design and
manufacturing criteria essential to preventing
product defects. This report should form the basis for
the development of design and manufacturing
guides and specifications. The report also provides
engineering justification for the quantitative
estimates of Output 4.1.4.9. The topics covered by
the report should address:

"* Fatigue and durability design requirements
"* Environmental stress protection
"* Electrical, mechanical, and thermal design rules
"* Parts and materials applications guides
"* BIT and Diagnostics design guides
"* Lessons Learned
"* Parts and materials selection criteria
"• Design for manufacturing rules

The above criteria should pay specific attention to
new technologies. The material is developed from
existing criteria, risk reduction tests and analyses,
and other Demonstration and Validation stress and
fatigue analyses.

4.1.4.8 OUTPUT - CRITICAL FUNCTIONS, IDENTIFY CRITICAL
PARAMETERS, AND PROCESSES ITEMS
This output product represents the initial steps of a
worst case/variability control program. During
Demonstration and Validation all critical functions
should be identified by a combination of Failure
Modes Effects Criticality Analysis (or similar
analyses), engineering judgement and experience.
The criticality of these functions should be
coordinated with the customer who is the final arbiter
of criticality. The criticality of functions should then
be flowed-down through the system to identify
critical subsystems and assemblies. The design of
the BIT and diagnostic system should be driven, or
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at least prioritized, by this criticality analysis, as
should the design of fault tolerance features.
Additional critical parameters can be identified for
new technologies by the results of risk reduction
tests and analyses and should include critical
mechanical functions such as thermal control. Once
critical parameters have been identified, the results
are compared to the manufacturing process
description (Input 4.1.4.6) to define critical
manufacturing processes that are potential
candidates for both variability reduction techniques
and statistical process control. Critical
manufacturing process steps such as soldering
operations should be identified based on experience
and judgement regarding their overall impact on
product reliability.

Once the critical parameters have been identified
their variability should be established through test or
analysis. CAE tools and/or circuit simulation tools
can be used to evaluate these variances against
performance specification limits. This analysis has
significant benefits in the design of properly
operating BIT and diagnostic functions.

4.1.4.9 OUTPUT - QUANTITATIVE CUSTOMER BASED
RELIABILITY EXPECTATIONS RELIABILITY
Quantitative reliability expectations are to be ESTIMATES
estimated based on comparisons to the user
experienced performance of current similar systems
or equipment. The reliability parameters of interest
are: service life, defect rate (e.g. Mean Time
Between Maintenance, to include all defects such
as fatigue, wearout, catastrophic failure, degraded
performance, alleged overstress and faulty BIT
performance), Mission Success Probability, and BIT
performance. Causal analyses should be done on
the current performance data to establish rationale
for those levels of performance. Current
performance data provided by Input 4.1.4.3 should
include manufacturing defect data from which
conclusions regarding it's impact on field
performance can be drawn. Inputs 4.1.4.1 and
4.1.4.4 provide the data required for evaluating
differences in environments and use. Combining
these factors with data representing new technology
characteristics derived from risk reduction activities
and the defect prevention actions described in
Outputs 4.1.4.7 and 4.1.4.8 should permit an
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assessment of reliability based on solid engineering
analyses.

Initial life estimates for known fatigue or wearout
mechanisms, particularly lead or solder joint failure,
should be made using maximum derived stress
cycling applied at worst case locations.

Analyses of the proper performance of BIT systems
should be done using circuit simulation analyses.

Input Activity Output

.. A _, Trade Study Candidates

(Output 4.1.2.4)

4.1..2 edown (Output 4.1.3.8) Tr ff 4.1.5.4 Trade Study Reports
Analysis
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GC2s-0132404Mw

Figure 4-6. Trade Studlie

4.1.5 ACTIVITY - TRADE OFF ANALYSIS
The description of this Activity is the same as
provided in paragraph 3.1.5. Key elements are: the
existence of a well-defined trade off procedure, the
traceability of weighting factors for measures of merit
to customer priorities identified in paragraph 4.1.2,
and the inclusion of reliability and manufacturing
parameters in all trade studies.

4.1.5.1 INPUT - TRADE STUDY
CANDIDATES
Output 4.1.2.4 serves as an input to the Activity.
This input is a summary description of each of the
trade studies to be conducted during the
Demonstration and Validation phase. The summary
includes the trade study issue, definition of
alternatives, parameters to be considered in
reaching a conclusion and responsibilities for
conducting the study.
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4.1.5.2 INPUT - TECHNICAL OBJECTIVES
FLOWDOWN
Output 4.1.3.8 defines the baseline quantitative
reliability objections that satisfy customer needs and
serves as an Input to the Trade-Off Activity.

4.1.5.3 INPUT - DESIGN DATA
The description of this input is the same as contained
in paragraph 3.1.5.3 with the referenced paragraphs
changed from 3.1.4.2 and 3.1.2 to 4.1.4.4 and 4.1.2.

4.1.5.4 OUTPUT - TRADE STUDY REPORTS
The description of this output is the same as
contained in paragraph 3.1.5.4. The supplier trade
study procedure should identify the specific
mechanisms for ensuring that changes resulting from
trade studies are formally implemented and
information regarding these changes is disseminated
throughout the program.

Input Activity Output

4.61Technical Objectives
(Output 4.1.3.8)

4.1.6.2 Quantitative ReliabilityExpectations 4.1.6 4.1.6.5 EMD Specifications
_ (Output 4.1.4.9) EMD

Specification
Environment and Use Development 4... EMD Risk

4.1.6.3 Data (Input 4.1.4.4) Reduction Plan

4.1.6.4 Design Criteria.1 .4 (Output 4.1.4.7) CC23-0132dSO"4wn

Figure 4-7. EMD Speclflcaton Development

4.1.6 ACTIVITY - EMD SPECIFICATION DEFINE THE
DEVELOPMENT REQUIREMENTS
Creation of EMD technical specifications is one of
the primary objectives of the Demonstration and
Validation Phase activities. These will contain
requirements for the following issues:

1) Quantative reliability requirements (life,
success probabilities, fault rate, and BIT
performance)
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2) Design criteria and parts selection,

standardization requirements

3) Variability requirements

4) Test and verification requirements

All of the above, with the exception of Test and
Verification requirements, should be developed from
the Input and Output products of the previous
Activities.

This Activity also includes the development of
Statements of Work and Data Item descriptions.
Specifications, Statements of Work, Data Item
requirements, and supplier selection criteria should
also be developed for major subcontracted items.
These will continue a flowdown of the requirements
developed for the principal customer.

4.1.6.1 INPUT - TECHNICAL OBJECTIVES
FLOWDOWN
Output 4.1.3.8 serves as an input to this Activity.
These represent the baseline quantitative reliability
objectives that are traceable to the satisfaction of
customer needs.

4.1.6.2 INPUT - QUANTITATIVE
RELIABILITY EXPECTATIONS
Output 4.1.4.9 serves as an input to this Activity.
These reliability estimates are the results of Activity
4.1.4 (Reliability Analysis) and 4.1.5 (Trade-Off
Analysis). These results must be compared to the
baseline objectives to define EMD specification
requirements. The baseline values should be
changed, subject to customer approval, when it is
demonstrated that a properly balanced design
results in a reduction of certain reliability objectives.
The comparison of baseline values to estimates is
otherwise used to establish the level of risk
associated with meeting customer needs and
provide a basis for EMD risk reduction plans.

4.1.6.3 INPUT - ENVIRONMENT AND USE
DATA
Input 4.1.4.4 also serves as an input to this Activity.
These data serve to establish design-to requirements
and the conditions under which EMD verification
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testing should take place.

4.1.6.4 INPUT - DESIGN CRITERIA
Output 4.1.4.7 serves as an input to this Activity.
Parts selection, derating, design margins for the
EMD specifications are determiriad from this output.
This output (4.1.4.7) also provides a source for
developing task requirements for statements of work.

4.1.6.5 OUTPUT - EMD SPECIFICATIONS
This output represents the entire range of technical
requirements products: customer specifications and
statements of work, supplier specifications and
statements of work, and supplier selection criteria.
The QFD used to translate customer needs into
technical objectives and the subsequent flowdown
QFD's should serve as the basis for identifying
specification performance issues. A comparison of
baseline quantitative objectives with estimates
derived from Demonstration and Validation analyses
and Trade-Off analyses provides the data required
to define EMD specification quantitative values. The
design criteria input should be used to define
specification requirements for design margins while
design-to and test environments are determined
using the environment and use data input. These
data should be structured to describe a life use
profile (frequency and amplitude of stress over the
life cycle of the product) fo, application to EMD
Reliability development and verification
requirements.

EMD verification and testing includes analytical
verification, development tests, verification tests,
and Environmental Stress Screening and
Acceptance tests. Current literature contains
sufficient information to develop the appropriate test
detail for all testing. The essentia; element of
development and verification tests is that they be
conducted under the customer use environment.
These may be accelerated using recognized
environmental acceleration factors.

Testing must include the validation of life and fatigue
characteristics. These can be done with mockups or
representative samples.
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Development testing includes any required material
characterization test that defines behavior under
stress cycling or extremes, electrical performance
including BIT performance, critical parameter
variability definition and manufacturing process
characterization.

Statement of Work task development is also part of
this output. These tasks include a description of
EMD analytical requirements and can be developed
using the EMD process description contained in
Chapter 5 herein.

Specifications and Statements of Work for major
EMD subcontracted equipment should also be part
of the output described herein. QFD evaluation can
be used to flowdown technical requirements to the
appropriate level. Task requirements for Statements
of Work are replications of the tasks required of the
prime contractor, tailored to the details and
importance of the subcontracted equipment.

4.1.6.6 OUTPUT - EMD RISK REDUCTION CONTINUE RISK
PLAN REDUCTION
Reliability risk reduction plans are necessary for any
Demonstration and Validation Phase risks that have
not been satisfactorily reduced to a low level, any
additional risks uncovered during Demonstration
and Validation, or as determined by the Control and
Audit requirements of paragraph 4.2. These plans
should include the criteria for identifying risks, the
risks that have been identified for EMD closure, the
measures of merit to be tracked to verify risk closure,
the analyses and tests required, and the
recommended fall back positions. Inputs 4.1.6.2 and
4.1.6.4 are primary sources for identifying risk
reduction candidates.
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Figure 4-8. Design Reviews

4.1.7 ACTIVITY - REQUIREMENTS AND
DESIGN REVIEWS
The description of this Activity is the same as
provided in paragraph 3.1.7. Design reviews should
always be focused on specific customer reliability
need as identified and translated into technical
objectives by Activity 4.1.2 and the status of the
design in satisfying those needs. The Risk Factor
assessment figures contained in paragraph 4.2 can
be used to establish checklists for requirements and
design review topic material.

4.1.7.1 INPUT - ACTIVITY OUTPUTS
All outputs of Activities 4.1.2, 4.1.3, 4.1.4, 4.1.5, and
4.1.6 are the issues for both internal and customer
reviews. Certain outputs such as those from the
Program Planning and EMD Specification Activities
(4.1.3 and 4.1.6) are subject to a limited number of
reviews at the start and near the end of the
Demonstration and Validation Phase. The output of
Activity 4.1.2 serves as the benchmark against
which the outputs of Activities 4.1.4 and 4.1.5 are
measured. The outputs of Activities 4.1.4 and 4.1.5
provide the technical material that is subject to
continuous review during the Demonstration and
Validation Phase.

4.1.7.2 INPUT - DESIGN REVIEW
PROCEDURES
The description of this input is the same as provided
in paragraph 3.1.7.2.

4.1.7.3 OUTPUT - DESIGN REVIEW
REPORTS
The description of this output is the same as
provided in paragraph 3.1.7.3. These reports are the
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vehicles for documenting changes in customer
requhweme.

4.2 CONTROL AND AUDIT CONTROL THE
PROCESS

During the Demonstration and Validation Phase of
the acquisition cycle, as in all other phases, teaming
of multiple disciplines is essential in developing a
product that will satisfy reliability needs of the
customer. It is during this phase that the design
concept is developed into viable product
specifications. Heavy emphasis is placed on
developing the design to meet all reliability
requirements. As the design takes shape, numerous
tools and techniques are used in a process that has
high probability of producing a product that is very
reliable. Initial reliability predictions are based on
customer use data and lessons learned and updated
as the product takes shape.

To ensure that processes that will increase product
reliability exist and that these processes are applied,
a continuation of the Risk Factor assessment
described in Chapters 2 and 3 is applied.

During the DemNal Phase the contractor must have
the following controls in place:

" An effective system that translates all the
customer's expectations and requirements into
product design and performance requirements
and provides for continuous review of the
satisfaction of customer needs.

"* A risk management system for the evaluation and
elimination of technical and reliability risk.

" The necessary processes to ensure that the
design is assessed for product
reliability/durability.

"• A process that addresses issues that will ensure
a robust design and manufacturing approach.

"• A system that will provide effective process
controls for identifying key product and process
characteristics.
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A defined baseline for continuous improvement
and processes for achieving it.

The evaluation of the reliability process is based on
assessing these control indicators and the degree to
which they are implemented into the contractos
way of doing business. Figure 4-9 (page 4-26)
summarizes the assessment of the Demonstration
and Validation Phase; Figures 4-10 through 4-15
(pages 4-26 through 4-32) describe th criteria for
evaluating each process element and the
consequences of failure of the process.

"The risk factor evaluation is a custorme
resonibiit. The evaluations should use a

muWdck* * team and can be conducted as paet of
design reviews. A Demonstraion 6nd Validation
Phase is typically thee to four yms in length. As a
result, the risk factor evaklation should be Waled
several Imes throughout the phO .. A
recommended shedule for e rAkaflo is:
initial evaluation at six mnhs d afteolract award,
semiannual thereafter with a final amsesment six
months prior to completion of the oo,*m

If the assessment indicates that the risk factor RISK REDUCTION
associated with achieving reliability objectives is too
high, corrective action should be taken. The
recommended actions and the associated Risk

Factor scores are as shown in Table 4-1.

TABLE 4-1
Risk Reduction

Risk Factor
Score Recommendation

5 0.2• None

> 0.25 - < 0.4 Optional Risk Reduction Plan for
Rehlity

> 0.4 Mandatory Risk Reduction Plan
for Reliability

The quantified reliability objectives described in
paragraph 4.1.4.9 are the second control metric
required for the Demonstration and Validation
Phase.
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_____~ad Praavt of FalleC usuae iiFalls

Cumid hy: CrIlita WWCII
P)) Inadequate Quality 0.1 4.1.1 Figure CO) Safetyor 0.5 Figure

4-10 Missi~on 4-15
Succs

p Inadequate Definition 0.2 k.1.2 Figure Impact
and Update of 4.1.7 4-11- -

Custorner Requirements C (2) Coat Impact 0.5 Figure
4-15

P() Fut lnig02 413 Figure- -

P~ autyPlnnig 2 13 4-12 C(F) 0.5cim +

P(4) Incomplete or Inadequat 0.3 4.1.4 Figure - - -(2

Rebibility Analysis 4-13

P(5) Inadequate Trade Studive 0.2 3.1.5 Figure
4-14

P OAP +021?P 0&
(F)
-(4) - ---- -0"=4-i

Figure 4-9. Risk Factor: Demonstration and Validation
Risk Factor - P( CM -P X CM

Proboillity Crfltioa for Actlvfty 4.1.1
of Failure

0.1 Supplier has a consistent, recognized and demonstrated history of high quality and has completed a
CAP Assessment or Malcolm Baldrige application with a score above 500.1If applicable, the supplier
has shown improvemient over prior quality assessments.

0.3 Supplier has a recognized cormmitment to high quality, but quality results are occasionailly deficient
Has conmpic~ed a CAP Assessment or Malcolm Baldrige application with a score above 350. If
applicable, the supplier has shown Improvement over prior quality assessmnents.

0.5 Supplier commitment to 4ualfty Is not completely evident. Has completed a CAP Assessment or
Malcolmi Baldrige applicat., -, Ith a score above 250. If appl-sble, the supplier has shown
Improvement over prior quality assessments.

0.7 Supplier has completed a CAP Assessment or Malcolm Baldrige application with a score above 150,
but has no specific plans for improvemient. 1-a, ýpllcable, the supplier has shown Imrprovement over
prior quality assessments.

0.9 Supplier has completed a CAP Assessmient or Malcolm Baldrige application with a score below 150.

CC34-00794-"
Figure 4-10. Probability of Failure qj: Quality Evaluation
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Prbalty
of Falkwo Critiem for Acti•ties 4.1.2 and 4.1.7

0.1 Customer needs have been Identified and prioritized In a systematic manner, translated hint product
technical objectives, and flowed-down to subsystems levels. Trade study candidates have been
identified. Design reviews have clearly defined exit criteria, customer needs are reviewed and updated,
compliance with customer needs are shown. Related research and additional enabling research
Identified and documented.

0.3 Customer needs have been Identified in a systematic manner, translated Into product technical
objectives, and flowed-down to subsystems levels. Trade study candidates have been Identified.
Customer needs reviewed and updated at design reviews. Compliance with customer needs are
shown. Related research and additional enabling research Identified and documented.

Customer needs have been Identified and translated Into product technical objectives, and
0.5 flowed-down to subsystems levels. Trade study candidate list is Incomplete. Design reviews show

compliance with customer needs. Incomplete Identification and documentation of related research and
additional enabling research.

0.7 Customer rnds only par1ally Identified with no cder tbaceablily to product technical objectives. Trade
su candidate lit Is Incomplete. Design reviews not thoroughly focused on customer needs. Very
imited Identification and documentation of related research and additional enabling research.

0.9 Limdted customer/supplier Interchange. Customer needs not validated with customer, design reviews
do not specifically address customer needs. No clear Integration of current research or definition of
additional enabling research.

Figure 4-11. Probability of Failure P(2): Customer Neede Interpretation
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Probblftof Failre Critlera for Activity 4.1.3

0.1 Funding profiles are influenced by customer needs and priorities. All contract/technical
requirements have been addressed. Risk reduction plans Include reliability measures of merit
Phase tasks are tailored to customer priorities. Customer needs clearly transmitted to al personnel.
Training needs/plans, benchmarklng plan for continuous improvement identified, CAE tools
avalable and data bases integrated. Allocated technical objectives "flowed down" and clearly
traceable to customer needs.

0.3 Funding profiles are partialy influenced by customer needs and priorities. ContractItechnlcal
"requIrements have been addressed. Risk reduction plans include reliability measures of merit.
Customer needs not adequately transmitted to all personnel. Training not specifically addressed.
No benchmarking plan. CAE tools list not complete. Allocated technical requirements partially
traceable to customer needs.

0.5 Funding profiles not matched to customer needs and priorities. Contract/technical requirements
have been addressed. Risk reduction plans Include reliability measures of merit. Limited transmittal
of customer needs to aN personnel. Limited CAE tools defined and data bases are not integrated.
Allocated technical requirements not traceable to customer needs.

0.7 Funding Inadequate. Contract/technical requirements partially addressed. Very limited transmittal of
customer needs to all personnel, very limited CAE tools.

0.9 Funding inadequate. Contract/technical requirements partially addressed. No evidence of
transmittal of customer needs to personnel. Extremely limited use of CAE tools.

CC23-0132-65-DO•m

Figure 4-12. Probability of Failure 1j3): Program Planning
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0.1 Quuiive peulermance Weve esthualee based on comparison to current usmtomerexeAened levels of - -l a'ceoex cn ompareblequipmeft. Cw nginseeun radonale is provided for aglepe d Omentis. khe ntoo
dealge~ppiodon ail complet. Lemsons Ieamned dualis avilabl (e.g.. daTning. environmental asnsliift). Expected
ope~lln enimmeuiInciluing mshtecanca ha been deified and tDame"l to oustomer mission deactpilon.

0.3 9qsmrltveeuo meence level esinesie based on compaileon to current levels at performance of eJA 7 w~2l
eIpment. ~w r more key pe~fomiance parameters (e.g.. Nos. fatiguae, falee alann rate., etc.) Is not iA. Mnglneetn

rationale isprovided for &I expected Improvemnefts. WWlia defintiton of dealgn~appicesion criteria complete. Lessons bamred ddaa
Is &veIIbb t . dervting, environmental sensitivity. Exetdoperating environment Inciuing maInienance has been deified
and traceab lo customer mission description.

0.5 Ouaritallv e trmance level estimates based on comtparkson to current leveis, of performance of existin comparable
eqlmrt. Key performance parameters missin and orunaenn ratonale fore expctd improvements is week. lIuial definitionof eege~ppodn rier~ cmpet. Lesson laedials tavaiabl (e. deang. onvironmenial sensitdvity). Expected
oprtigeniomiet inc-dngmnienajice has been deined anctuosbioajtoer mission descripton.

0.7 Ouandtove performance level estimatee have lniutd nrefrnce to the performance Wevel of existin comparable equipment.
Sraldonels for expctdrovenmens Is weeit. Umited definition of degslgfppkcatoncriteria or Waseons learned.
and use daanttracef to theimisslio description.

0.9 No doeinon of existing comparable equiment design/appkcdon criteria or lessons learned. Envitornmeit and use dota not

braeable to the mission desodpipton,

C~1oe Pkua- ebe, or Fraufene

0.1 Fakit , I m ode feds mlyslsor singer anejs~es have been conducted to Identify critical parameters or fundoone. Paul
detMidon and fouk toleranc aprahss"maticel deified and relatd to critcal pawrafmet or fuinction. Vuariaity of
amw parameters have be siad

0.3 Peliure m Iodefeldo analyis or similar analyses haew been conducted to Identif ciial parameters or fumcions. Faul:
detecPio. en faA tolerances appcoaches systemnatically delned and relied to critcal parameters or functions. Varlabilty of
atecal parameter not estmated.

0.5 FARxe m-4odesb1b analsis or similr anesovs have been conducted to Idenift criticalparameters or fundlons. Fauk
detedont and faaA toleac appoa- e pailal elated to crtica parameters or hmctlos and not acoompished conouneitl
with faihir modes effteesaalss

0.7 Felfure -mode effects analyssor simier anslysee have been conducted to identify critical paramesters orfundons. No*evidnce
of Enkage between this analysis and the defiufilon of faul detection and fail tolerance approaches.

0.9 Felixe mode effects analsIs or simklr anayse not conducted or not Ertiud to Identifying critical parameters or fundona faA
detectio or fA i oerance approaches.

CC25-132464)jm

F~gure4-13. Probability of Failure P. : Reliability Analysis
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_________ uilbohn" T..chniaogy

0.1 New manufactaring technologies and packaging concepts lestified. Sources of Variabilty hav, been Iderifed

0.3 New marMfaduhlngi tewn~ogloes and packaging concepts Iden~lfled. Variablity not addressed.

0.1 New manufactridng technologies, and packaging concepts only parially due.

0.7 New packaging concepts partialy addressed. UnIte deeclpivion of manufacturing technaogie..

0.9 U~gN attention to new packaging concepts or manu~facturing technologies.

#Oak adul

0.1 AM risk areas dearly Identilled (unproven technologies, packaging concepts, or marsfacturing techinologiee. major diflerenvee
between valonmer needs and the jusifled performance, of the equipmen~t). Risk reduction Includes reseabw" measuours of nmet
to be tracked and lasts and analyses conducted to establishi reliably, design rules.

0.3 AN risk areas dearly Identified (unproven technologies, packaging concepts. or manuifacturing technologlee. mnajo diflerenoes
between cuslomner needs and the )ju~le perlormance of the equipment). Risk reduction plans partilly defined, mnissing one or
mome of the following: reliab~lity *measures of meult to be tracked and lefts or analyses conducted 1o establish rullabilty,
design rues

0.5 Risk areas not clearly Identified (unproven technologies, packaging concepts, or manufjacturing technologies, major diferences
between customer needs and the Justified perf ormance of the euiptnent). Risk reduction plans pertally delined. missing one or
mome of the fdliowlng reliability mreasures of mneut to be tracked and bests or analyses to be conducted to establish reliability
design rules.

0.7 Few risk areas Identifled (unproven technologies, packaging concepts. or manufacturing techndologes, majo diflerenoee
between customer needs and the Jusifed performance of the equipmentl). Risk rediudlon plans Incomplete.

0.9 F No ris reduction plan.

Figure 4-13 (Continued). Probability of Failure P(4): Reliability Analysis
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Probability
of Fakn Criteria for Activity 4.1.5

0.1 Trade study effort comp~rehenuive. Candidates selected based on con~cts in satisfying customer
needs. Ailternative technologies/designs evaluated In a mannier similar to that done for the baseline.
Trade study parameter weights are traceable to priorities Identified durin customer needs
Inteiprtation activity.

0.3 Trade study effort comprehensive. Candidates selecltion not comrpletely traceable to conflcts In
satisfying customer needs. Alternative technologls/eegn$ evaluated In a m-annrw simnlar to that
done for the baseline. Trade stud pararmeter weights are not completely tranceable to priorities
Identified during customer needs interpretation actvit.

0.5 Trade study effort limited. Candidate selection not completely Justifed. Alternatve
technologies/designs evaluation not as thorough as 6" oner to~ baeeelne. Trade study parameter
weights are not traceable to priorities Identified during customer needs inbipetation activity.

0.7 Trade study effort limited. Candidate selection not justified. Umnited effort In evaluatin Malrnative
_______ technologies/designs. Trade study paramneter weigt not related to customer prirli..

0.9 Trade study effort very Urmited. Results not credible.

CU"3132404Y~

Figure 4-14. Probabity of Failure ~Pf Tradeoff Anallyse.
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of Failure CrlUora for Mleteon Coneequences (C(1))

soon

0.1 Equipment Is not significant to either mission completion or sortie generation capability.

0.3 Equipment provides moderate enhancement to mission suwcess.

0.5 Equipment Is significant to mission success or successive sorties will not be launched If
equipment Is Inoperative.

0.7 Item Is mission critical Failure will always cause a mission abort.

0.9 Item Is safety criticaL

Conequeno.e
of Failure CrIlera for Cost Consequsnoes (C(M)

Sooro

0.1 Equipment Is simple (<1,000 parts).

0.3 Equipment Is of minor complexity (1,000 - 2,000 parts).

0.5 Equipment Is moderately completx (2,000- 4,000 parts).

0.7 Equipment Is significantly complex (4,000 - 6,000 parts).

0.9 Equipment Is very complex (>6,000 parts).
CC34-0079-10-0

Figure 4-15. Consequence of Failure Criteria
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These estimates must be based on a causal analysis
of customer experience data on similar equipment
with accompanying engineering rationale for the
expected performance of the proposed system.

This method is clearly suitable for the level of detail
available during the Demonstration and Validation
Phase. The technique, if properly implemented,
forces a focus on the customer's experience and
environment and preferably is accomplished with
customer involvement.

The process of identifying comparable existing
equipment and establishing similarities/dissimilarities
utilizes several of the Activities/Inputs/Outputs that
are noted as critical in the risk factor evaluation. The
following issues should be clearly identified for both
the proposed and existing equipments:

"* Technology Employed
"* Complexity
"* Packaging Techniques
"* Design Margins
"• Environments and Use

Customer use data must be the basis for establishing
the performance of the existing equipment The data
must include measures of performance for all
sources of faults (wearout, damage, Ofailures," BIT
performance). The fundamental concern during the
early stages of development must be problem
identification and solution.

The final step In the process Is the
Identification of design and technology
rationale for Improvements In current levels
of reliability performance. If, by the end of
the Demonstration and Validation Phase,
less than seventy-five percent (75%) of the
difference between current performance and
customer needs Is supported by credible
engineering rationale, corrective action
should be required as part of risk reduction
plans.
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5.0 INTRODUCTION DETAIL DESIGN AND
MANUFACTURING

This chapter defines the activities that should take
place during the Engineering and Manufacturing
Development (EMD) phase. Figure 5-1 shows the
essential activities of this phase and the general time
phasing of these activities. Activity 5.1.1, Quality
Evaluation, is a continuation of the enterprise-wide
quality assessment initiated during the Concept
Exploration phase. Activity 5.1.2, Interpretation of
Customer Needs, is the application of Quality
Function Deployment to systematically flowdown the
customer's specification reliability requirements to
the lowest levels of design and manufacturing. The
balance of activities, 5.1.3 through 5.1.9, define
detail design, manufacturing, and test activity
focused on the requirements for defect elimination
tasks. Specific descriptions of the phase activities
and their inputs and outputs are contained in
paragraphs 5.1.1 through 5.1.9. In the instances
where any of these elements are common to
previously described elements, reference is made to
the appropriate paragraphs. Paragraph 5.2 defines
the appropriate metrics required to provide the
customer with assurance that the reliability process
is in control.

5.1 SUMMARY OF ACTIVITIES THREE EMD
OBJECTIVES

There are three primary objectives of the EMD
phase: 1) detail design implementation of
specification requirements, 2) development of the
manufacturing processes required to produce the
product, and 3) verification, by both analyses and
test, that the design and manufacturing processes
comply with customer requirements.

The reliability process described in paragraphs
5.1.1 through 5.1.9 support these objectives.
Analytical verification of the capability of the detail
design to achieve all reliability requirements is
accomplished as described in paragraph 5.1.4. The
identification of critical items is continued to
parameters of the piece part level, and the
corresponding manufacturing processes affecting
these critical parameters are identified. The
capability indices for the critical manufacturing
processes are determined for the purpose of
eliminating defects and controlling the
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manufacturing process. Development tests are
conducted on risky design and manufacturing
elements for the purpose of validating and refining
analytical results and completing the
characterization of materials and parts. Verification
tests are conducted to confirm that the design and
manufacturing processes are capable of satisfying
all specification requirements.

There are seven essential reliability activities during RELIABILITY
the EMD phase. These are: PROCESS

ACTIVITIES
1) Quality Evaluation
2) Interpretation of Customer Needs
3) Program Planning
4) Detail Design Reliability Analysis
5) Trade-Off Analyses
6) Manufacturing Process Control
7) Development and Verification Tests
8) Development of Production Specifications
9) Design Reviews

Several of these activities and their inputs and
outputs share common attributes with similar items
that should have taken place in both the Concept
Exploration and Demonstration and Validation
phases. The significant difference in the EMD
versions of these activities' inputs and outputs is the
level of detail required for the EMD phase.

The Quality Evaluation should represent a
continuation of the drive to quantify the commitment
of the entire enterprise to total quality. If these
evaluations have been completed in prior
acquisition phases, significant improvement should
be seen by the EMD phase. In instances where this
is an initial evaluation, the results should be used to
establish a basis for specific improvements.

The interpretation of customer needs activity is also
a continuation of the process begun during the Pre-
Concept Exploration Phase. Firm specifications are
available, and Quality Function Deployment
techniques are used to confirm the customer
priorities associated with reliability requirements and
to flow the requirements to the lowest levels of
design and manufacturing process detail.
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Program planning uses activities, inputs, and
outputs described in paragraphs 5.1.4 through 5.1.9
to define a tailored program plan. The plan is
adjusted to reflect the technologies employed, the
severity of the customer's environment, risk areas,
and the customer's priorities attached to reliability
issues. The planning activity also must develop test
plans, supplier selection, and control plans, and
continue the process of continuous improvement
through benchmarking and training plans.

Activity 5.1.4, Detail Design Reliability Analysis, is STRESS ANALYSIS
one of the central defect prevention activities of the
EMD phase. This activity uses detail design data,
design rules, and an expanded definition of imposed
stresses to create predictions of reliability, a
description of the consequences of part parameter
variability, a definition of critical parts
characteristics and related manufacturing
processes, and a set of design for manufacturing
guidelines. Inputs from development testing are
used to refine the analytical results.

Trade-off analyses continue to be used to balance
the design. These analyses should focus on
simplifying both the design and the manufacturing
processes.

The Manufacturing Process Control activity is a MANUFACTURING
second major activity directed at defect prevention. PROCESS CONTROL
Its purpose is to define the capability indices of the
manufacturing process and identify process control
factors and the levels for these factors associated
with minimum variance. The analysis is driven by
the definition of critical parts and parameters and an
experience data base that describes the current
capabilities of the manufacturing process.

Development and Verification testing remains an TESTING
important part of the EMD reliability process. Both
development and verification testing rely heavily on
aggressive and comprehensive failure reporting
analyses and corrective action system. Testing
must be conducted using expected customer
environments representing realistic imposed
stresses. All reliability attributes must be verified,
including life, durability, BIT performance, and
defect rates. Included in this activity is the
development of appropriate Environmental Stress
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Screening (ESS) programs for production
equipment

Production specifications are developed in activity
5.1.8. These combine the results of the analytical
activities 5.1.4 and 5.1.6 with the test results of
activity 5.1.7 to create production performance
specifications and their related manufacturing
specifications.

Design Reviews (Activity 5.1.9) continue to serve as
the vehicles for applying discipline and a focus on
customer requirements to the reliability process.
Design reviews must have well defined entry and
exit criteria and include a definition of applicable
customer requirements.

Input Activity Output

.. 1 Ins ti5.1ons.1

5.1.1.2 Quality 5.1.13 Evaluation
Evaluation port

Figure 5-2. Quality Bmline

5.1.1 ACTIVITY - QUALITY EVALUATION COMMITMENT TO
This pre-contract award activity is substantially the QUALITY
same as defined in paragraphs 3.1.1 and 4.1.1. This
evaluation quantitatively measures the supplier's
company-wide commitment to quality. If these
evaluations have been previously conducted,
substantial improvements in a supplier's score
should be expected and demanded. In addition,
suppliers should be expected to demonstrate that
similar evaluations are conducted for subcontractors
and suppliers with results used in source selection.

In the conduct of this activity, it is expected that
each major functional division (e.g., Manufacturing,
Engineering, etc.) within an organization will assess
their activities in light of the criteria contained in
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Volume II of this guide. At the organization level, the
inputs from the functional level are to be aggregated
and compiled into a single report for submittal to the
customer.

5.1.1.1 INPUT - EVALUATION
INSTRUCTIONS
The customer includes in his request for proposal a
complete set of instructions for conducting the
quality evaluation. These include directions in
Executive Summaries, detail instructions in the
Instructions to Offerors (Evaluation Criteria,
Reporting Requirements), and the relationship of the
evaluation to source selection award factors. An
example of instructions is provided following
paragraph 3.1 .) .3. Report format requirements for a
Malcolm Baldrige Award Application are
recommended.

5.1.1.2 INPUT - EVALUATION CRITERIA
The customer supplies the criteria to be used for the
quality evaluation. Volume II of this guide provides
a set of recommended criteria patterned after the
Malcolm Baldrige Award Criteria. Suggested
scoring is also provided.

5.1.1.3 OUTPUT - QUALITY EVALUATION
REPORT
The supplier provides a quality evaluation report in
accordance with customer reporting requirements.
This report is to be used by both the customer and
the supplier. The customer will score the results and
use this in source selection. The supplier should
similarly score his results and use this evaluation to
define weaknesses and plan the required
improvements.
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htp~iActivity Ou4"~

cust~we ProuctDesign and
1Requireents , Manutatudng

&1.2 Rmmw3

Eypedeme ~Irderpret TaeSA5.1.2.2 Data "- Customer "&1.2A TradeS
Needs

5.j EMD Risk•-5125Reduction Plan

0034-W07-1"0

Figure 5-3. Define Product Requirements

5.1.2 ACTIVITY - INTERPRET CUSTOMER REQUIREMENTS
NEEDS FLOWDOWN
During the EMD phase, firm performance and
verification specifications are available. However,
a systematic and comprehensive evaluation of
customer needs and priorities is still a mandatory
activity, with Quality Function Deployment QFD as
the recommended tool. Customer requirements and
priorities must be translated into product technical
requirements and flowed down to the component
and manufacturing process level using QFD
techniques.Direct interchange between customer
and supplier are required for the proper
implementation of this activity. There will be several
iterations of the QFD as the requirements flow from
the system to subsystem to assembly to lower levels
of design and manufacturing detail.

5.1.2.1 INPUT - CUSTOMER CUSTOMER CONTACT
REQUIREMENTS
Customer needs and objectives should be explicitly
defined in the contract technical documentation,
such as Statements of Work and specifications.
However, all contract documentation must be
reviewed for descriptions of customer requirements.
Additionally, the supplier must plan for early, direct,
and frequent customer contact to validate and refine
the documented needs. These contacts must focus
on a multidisciplinary definition of customer needs.

5.1.2.2 INPUT - EXPERIENCE DATA
The supplier must ensure that customer documented
requirements are subject to review by experts in all
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areas so that all requirements are identified, with
correct priorities, properly translated into design and
manufacturing requirements, and flowed down. The
suppler must also ensure that QFDs completed
during the prior acquisition phase are available for
application to the EMD contract. The experience
data base should include a thorough and
documented understanding of good and bad
customer experience with current products as a
preferred method for aiding in th identification of
requirements.

5.1.2.3 OUTPUT - PRODUCT DESIGN AND
MANUFACTURING REQUIREMENTS
The supplier must provide a definition of specific
technical attributes and parameters that will satisfy
all customer requirements. This definition includes --
quantitative values for each of the attributes and
parameters. The customer needs must be given
weighting factors which represent their priority
levels. These factors will be used to define the
relative importance of each of the technical
attributes and parameters. It is critical that the
interaction between reliability technical attributes
and the other technical attributes be identified for the
purpose of identifying trade study candidates.

The technical requirements should be flowed down COMPREHENSIVE
by QFD procedures to the component and RELIABILITY
manufacturing process level of indenture. This REQUIREMENTS
flowdown will usually require several iterations
during the EMD phase. The flowdown must maintain
traceability to customer requirements and, more
importantly, the customer's priorities for these
requirements. In order to retain focus on an
integrated set of reliability requirements, it is
recommended that all the product reliability
attributes be grouped together during the QFD
development. These attributes include service life,
durability, defect rates, and BIT performance
requirements (e.g., False Alarm rate, Fault Detection
Probability, Could Not Duplicate (CND) rate, etc.).

5.1.2.4 OUTPUT - TRADE STUDY
CANDIDATES
The supplier must identify candidates for trade
studies to be performed during the EMD Phase. The
Quality Function Deployment techniques can assist
in defining these candidates by evaluating the
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interactions among technical attributes. Trade-off
analyses are used to optimize a technical attribute or
parameter that interacts with other technical
attributes or parameters. For example, radar
detection range is a function of power, weight,
volume, receiver sensitivity, reliability, and cost.
Trade studies are also used to select between
alternative design and manufacturing approaches.

5.1.2.5 OUTPUT - EMD RISK REDUCTION CONTINUOUS RISK
PLAN REDUCTION
The baseline reliability risk reduction plan is that
prepared for Output 4.1.6.6 at the conclusion of the
Demonstration and Validation phase. The risk
issues addressed here are those not satisfactorily
closed during the Demonstration and Validation
phase or those that are determined by the Control
and Audit requirements of paragraph 4.2. If a
supplier has not participated in the Demonstration
and Validation phase, an initial risk reduction plan
must be prepared. The plan must include the criteria
for selection of risk issues. The output of the QFD
should be used to establish a list of technical
requirements rank-ordered based on customer
priorities. This list then serves as a baseline for
establishing priorities for the risk issues. The risk
reduction plan must describe the criteria used to
select the risk issues. Criteria can consider
elements such as new technology parts and
materials, prior negative reliability history, life limited
items, parts and materials which are
uncharacterized relative to the expected use
environments or manufacturing technologies whose
capability indices are low or have not been
established. The plan must also describe the
analyses and tests required to establish either defect
prevention design margins or manufacturing process
controls. This includes the identification of
measures of merit that will be tracked and thresholds
that identify success. Finally, the plan must identify
fall back positions that will be implemented if risks
cannot be resolved and the milestones at which
those decisions will be made.
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Figure 5-4. Program Planning

5.1.3 ACTIVITY - PROGRAM PLANNING MULTIDISCIPLINE
Much of this activity is substantially the same as PLANNING
described in paragraphs 3.1.3 and 4.1.3. The inputs
and outputs of the remaining phase activities (5.1.4
through 5.1.9) serve to identify the baseline tasks to
be accomplished during the EMD phase. The
tailoring is driven by the inputs to this activity which
include customer priorities, trade-off candidates,
EMD risk reduction plans, and contract
requirements. The resultant plans must identify
specific responsibilities for inputs and outputs,
schedules for these tasks, and data required. The
plan should be coauthored by all the functional
specialties with principal involvement in defect
prevention activities (Figure 1-19).

5.1.3.1 INPUT - FUNDING PROFILES
The allocation of funds must be interactive, flexible,
and demonstrably shown to be related to the
customer priorities identified as a result of Activity
5.1.2. The description of this input is otherwise the
same as provided in paragraphs 3.1.3.1 and 4.1.3.1.
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5.1.3.2 INPUT - EMD RISK REDUCTION
PLAN
Output 5.1.2.5 serves as an input to the Planning
Activity. This input establishes the reliability risk
reduction analyses and test tasks including parts
and materials environmental characterization test
requirements.

5.1.3.3 INPUT - CONTRACT
REQUIREMENTS
The description of this input is the same as provided
in paragraph 3.1.3.2

5.1.3.4 INPUT - PRODUCT DESIGN AND
MANUFACTURING REQUIREMENTS
Output 5.1.2.3 serves as an input to the Planning
Activity. Quantified and prioritized reliability
requirements establish the focus and direction for
program planning outputs.

5.1.3.5 INPUT - TRADE STUDY DEFINE THE TRADE-
CANDIDATES OFF
Output 5.1.2.4 serves as an input to the Program
Planning Activity. Additional trade study candidates
may have been developed as a result of risk
reduction plans, customer requests, or supplier
experience. The candidate list should define the
specific measures of merit being used to evaluate
trade study alternatives. Any weighting factors
applied to the trade study measures of merit should
be shown in the candidate list and should be
traceable to customer priorities. Reliability attributes
and/or parameters should be considered for all trade
studies as measures of merit.

5.1.3.6 OUTPUT - TAILORED PROGRAM
PLAN
The supplier should prepare a program plan for the
EMD phase using the activities, inputs, and outputs
of paragraph 5.1.4 through 5.1.9 as the baseline for
the tasks to be performed. Plans must be tailored
based on the complexity of the equipment, the
expected customer use environment, and contract
requirements. The task descriptions may use
organization-wide process descriptions if they are
comprehensive and cover the intent of the activities,
inputs, and outputs described in paragraphs 5.1.4
through 5.1.9. Plans must identify task acceptance
(completion) criteria, responsibility for all tasks, and
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schedules for both task input and output products.

5.1.3.7 OUTPUT - CAE TOOLS
The description of this output is the same as
provided in paragraphs 3.1.3.6 and 4.1.3.11.

5.1.3.8 OUTPUT - REQUIREMENTS
FLOWDOWN
If not accomplished as part of Activity 5.1.2, the
quantitative and qualitative (e.g., fault tolerance)
requirements identified in Output 5.1.2.3 must be
allocated to all necessary levels of indenture and to
all procured assemblies. The allocation process
must retain the definition of customer priorities
among reliability requirements and between
reliability requirements and other design and
manufacturing requirements. The allocation process
must account for the historical user experience with
like and similar equipment.

5.1.3.9 OUTPUT - SUBCONTRACTOR CONTROL SUPPLIERS
SELECTION AND CONTROL PLAN
This plan describes the supplier and subcontractor
actions needed to ensure that all EMD phase
requirements are assigned to suppliers and
subcontractors. This plan includes a definition of
supplier or subcontractor selection criteria including
the application of the Quality Evaluation activity of
paragraph 5.1.1. This task may be accomplished as
part of any existing enterprise-wide supplier
certification program. The plan should specifically
address the selection and control of high quality
parts and materials with a focus on determining the
process control exercised by parts and materials
suppliers. The plan should also describe the
procedures for ensuring the timely conduct of a
Quality Function Deployment between the
contractor and his suppliers or subcontractors.

5.1.3.10 OUTPUT - INTEGRATED TEST PERFORMANCE
PLAN VERIFICATION
This output is a comprehensive definition of all
reliability related development and verification
testing and the failure reporting analyses and
corrective action system that will be employed
during these tests. The purpose of the test plan is to
ensure that all reliability attributes are validated, that
testing is not duplicated, that the test schedule and
resources are adequate, and that test faults are
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corrected by design or manufacturing process
changes. The testing that must be defined includes:

Risk reduction tests, such as parts and
materials properties characterization tests,
parameter variability determination,
subassembly performance tests, and
manufacturing process development tests.

Performance verification testing at

environmental extremes.

* Life and durability verification testing.

* Reliability growth or verification testing.

* Built-In-Test development and verification test.

Environmental Stress Screening (ESS) and
equipment acceptance tests.

Each test from the above categories must be
identified, scheduled, and have the following issues
addressed:

"* Definition of test objectives and the
measurable criteria for success.

"• Test sample requirements.

* Environmental and operating conditions.

"* Test duration and test facilities required.

"* Responsibility for detail test procedures and
reporting.

"* Failure reporting analysis and corrective
actioc. requirements, including responsibility
for all elements of this process and the
corrective action close-out status tracking
system.

Several key issues must be addressed in the test REALISTIC TESTING
plan. The applied environments must represent
customer use environments (thermal, electrical,
mechanical) and customer operation including
maintenance. Life testing must be long enough and
of sufficient severity to verify fatigue resistance and
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durability. All failures must be subjected to a
thorough causal analysis, such that broadly
applicable design and manufacturing process
changes can be implemented.

5.1.3.11 OUTPUT - BENCHMARKING AND
TRAINING PLAN
The benchmarking section of this plan should
address any weaknesses in the supplier's reliability
processes uncovered by the quality evaluation of
paragraph 5.1.1. The plan should address the
benchmarking issues described in paragraph 1.1.2
and Figure 1-7. The benchmarking should be
directed at improving the reliability processes
directly affecting the EMD phase. Candidates for
consideration, in addition to those listed in
paragraph 4.1.3.10, are:

"* Design/Electronic Circuit Simulation
Techniques

"• Design and Manufacturing Variability Control
"* Physics of Failure Analyses.

The training position of the plan must address the
capability of program personnel to accomplish the
activities, inputs, and outputs defined in paragraphs
5.1.4 through 5.1.9 (e.g., Design for Manufacturing,
Variability Control, etc.), and identify training needs
and the resources to satisfy those needs. The
training plan must also describe the methods for
disseminating information relative to reliability
requirements to all affected program personnel.
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Figure 5-5. Detail Design Analysis

5.1.4 ACTIVITY - DETAIL DESIGN
RELIABILITY ANALYSIS
This is one of the key activities of the EMD phase.
There are lour principal subactivities. The definition
of design rules, begun during the Demonstration and
Validation phase, is continued and refined based on
detail stress analyses and results from development
tests. The stress analyses and predictions also yield
quantitative estimates of reliability attributes (life and
defect rate including BIT and manufacturing
defects). Critical product characteristics are defined
down to the component and parameter levels.
These in turn drive variability control analyses and
the identification of critical manufacturing processes.
Lastly, design for manufacturing guidelines are
defined in order to simplify both the design and the
manufacturing process. Much of this activity builds
on the results of the Demonstration and Validation
Activity, 4.1.4. If the equipment being developed
has not been subjected to a formal Demonstration
and Validation phase, several of the Inputs and
Outputs described in Chapter 4 must be
accomplished as part of this phase.

5.1.4.1 INPUT - PRODUCT DESIGN DATA
Complete electrical, mechanical, and thermal
engineering design descriptions are required for this
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analysis. These data include:

"* Function block diagrams, functional
descriptions, circuit schematics, circuit board
layout drawings, packaging and assembly
drawings, parts lists, parts performance data,
thermal models, and properties related to
dynamic analyses of the equipment.

"* Detail parts and material characterization data
(response to environmental stress).

* Parts and materials parameters variability data.
These data are vital to variability control. The
distribution of critical parts and materials
parameters must be obtained from
suppliers/manufacturers or by test. This issue
is also an important topic for inclusion in
parts/materials specifications and control
plans.

"* Parts and Materials quality control parameters,
such as defect per million requirements,
screening and test requirements, and
manufacturing process control elements.

"* Manufacturing and Assembly drawings and
the initial description of all manufacturing
process steps.

If the equipment has not been subject to a
Demonstration and Validation phase, the data
described in the last item of paragraph 4.1.4.1 is also
applicable.

5.1.4.2 INPUT - DESIGN CRITERIA DEFECT PREVENTION
This input represents a continuing refinement of the
data described in paragraph 4.1.4.7, Design Criteria
Report. These data are a comprehensive set of
design rules including parts and materials
application guides, lessons learned, derating
requirements, thermal design guides, BIT/testability
design guides, and manufacturing and assembly
design rules. Special attention should be paid to
any new or untried technologies and components
having a poor record of reliability performance.

5-16



CHAPTER f
ENGINEERING AND 41ANUFACTURING DEVELOPMENT PHASE

5.1.4.3 INPUT - REQUIREMENTS
FLOWDOWN
Output 5.1.3.8 serves as an input to this activity.
These data are the customer quantitative reliability
requirements.

5.1.4.4 INPUT - ENVIRONMENT AND USE
PROFILES
This input is a refinement of the data described in
paragraph 4.1.4.4. The supplier is responsible for
defining local life cycle stress profiles that result from
external environments, including power and cooling
conditions, and equipment operation during all use
including all forms of maintenance. The data must
show both maximum expected stress levels and
durations and total life cycle exposure profiles
based on service life, basing locations, and
types/durations of missions and other
operations/use. All damaging environments should
be defined in the manner described above.

5.1.4.5 INPUT - DEVELOPMENT TEST TEST RESULTS
RESULTS
Development tests include risk reduction tests, such
as parts and materials characterization tests and
element/subassembly performance verification tests.
These tests are identified in paragraphs 5.1.2.5 and
5.1.3.10. All development testing should include
data from which conclusions regarding reliability
can be drawn. A key element in development test
results is a comprehensive failure reporting
analyses and corrective action system.

5.1.4.6 OUTPUT - STRESS ANALYSIS AND
PREDICTIONS
This output represents a complete evaluation of
imposed stresses and the capability of the design to
withstand these stresses. The analysis consists of
the following elements:

" Electrical stress margins, including PHYSICS OF FAILURE
performance under transient conditions. ANALYSIS

"* Mechanical stress margins to include
vibration, g-loading, and thermal stresses.
Analyses should include solder joint fatigue
and other deterioration mechanisms.
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* Testability analyses proving the accuracy of
BIT design.

* Quantitative estimates of maintenance
frequency to include both unscheduled
maintenance resulting from all causes and any
proposed scheduled maintenance. These
predictions must exceed customer
requirements and be based on compliance
with the design criteria of paragraph 5.1.4.2. At
times MIL-HDBK-217 predictions may not be
complete and may require supplements such
as physics of failure and fatigue analysis.
Prediction results should also be compared to
customer experience with similar equipment
and differences justified by the stress analyses
cited above, the design criteria defined in
paragraph 5.1.4.2, or the results of the
development test defined in paragraph 5.1.4.5.
Predictions should be iterated throughout the
EMD phase. Improvements over initial
estimates must be shown and must be based
on design simplification, increased stress
margins (exclusive of improved cooling), or
changes in the implementation of the BIT
design.

5.1.4.7 OUTPUT - VARIABILITY ANALYSIS CONTROL VARIANCE
In addition to estimates of maintenance frequency, a
comprehensive variability analysis and control
program should be implemented for both the design
and manufacturing processes. The program should
be based on the outputs of paragraph 5.1.4.8 which
defines critical product characteristics and the
corresponding critical manufacturing processes.
Parametric and geometric variability should be
established from test data and should be included as
a parts and materials control requirement. The
objective of the variability analyses should be the
demonstration that the nominal values of critical
parameters are six sigma from specification limits.
The variability analyses, including worst case
evaluations should be used to verify the margins
and sensitivity of the equipment BIT design.
Variability should also be included in stress and
fatigue analyses to ensure the adequacy and
accuracy of these analyses. The variability
analyses should make maximum use of Computer
Aided Engineering (CAE) tools and computer
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simulation to evaluate the consequences of parts
and materials variability. This output should define
the tools that will be employed and the specific
methodology, inputs, and assumptions necessary
for the operation of these tools.

5.1.4.8 OUTPUT - CRITICAL PRODUCT CRITICAL ITEMS
CHARACTERISTICS AND MANUFACTURING
PROCESSES
This output is the primary driving force behind three
key issues: 1) variability control, BIT design, and
fault tolerance design. There are three sources for
the definition of critical product characteristics: 1)
the QFD interpretation c .ustomer requirements, 2)
Failure Modes Effects and Criticality Analyses, and
3) engineering experience. Critical functions and
critical signals are initially identified and, as the
design is detailed, critical assemblies, parts, and
parameters of the design are identified by the three
methods described above. These evaluations must
take place as the design is being developed.

The design of BIT functions, fault tolerance features,
and the identification of critical items for variability
control must be shown to be traceable to the
analyses defined by this output. These results must
also be used to identify the manufacturing processes
affecting the critical product characteristics in order
to establish priorities for the control of manufacturing
processes. Customer inputs are necessary to
properly define all critical product characteristics.

5.1.4.9 OUTPUT - DESIGN FOR
MANUFACTURING GUIDELINES
A central element is the achievement of both
quantitative reliability requirements and control of
variability in an explicit set of design for
manufacturing guidelines. These should emphasize
simplicity, commonality, and the use of standardized
manufacturing processes. These guides must also
define any special handling or processing
constraints.
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5.1.5 ACTIVITY - TRADE-OFF ANALYSIS
This activity is substantially the same as defined in
paragraphs 3.1.5 and 4.1.5. If equipment has not
been the subject of concept exploration or
demonstration and validation phases, the initial
trade-off analyses must be directed at the selection
of technologies to be employed and the refinement
of system level parameters. The remainder of the
trade-off analyses are directed at balancing detail
design implementation issues with emphasis on the
selection of specific parts, materials, and
manufacturing processes.

5.1.5.1 INPUT TRADE STUDY CANDIDATES
Output 5.1.2.4 serves as an input to the trade study
activity. This input is a comprehensive list of the
trade studies to be conducted, the objectives of
these trades, the parameters to be evaluated, and
the responsibilities for the conduct of these
analyses.

5.1.5.2 INPUT - REQUIREMENTS
FLOWDOWN
Output 5.1.3.8 serves as an input to the trade-off
analysis activity. This output defines the
quantitative customer reliability requirements that
must be met.

5.1.5.3 INPUT - DESIGN AND
MANUFACTURING ALTERNATIVES
Each alternative design implementation or
manufacturing process for each trade-off analysis
should be described as defined in paragraph
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5.1.4.1.

5.1.5.4 OUTPUT - TRADE STUDY REPORTS
The description of this output is the same as
contained in paragraphs 4.1.5.4 and 3.1.5.4. Trade
study results are subject to customer review and
approval.

Inpit Activity outpu
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Characteristics and 5.1.A Process FMECA
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Figure 5-7. IMufacturing Proc... Control

5.1.6 ACTIVITY- MANUFACTURING CONTROL THE
PROCESS CONTROL MANUFACTURING
This activity defines the requirements necessary for PROCESS
the control of the manufacturing process and the
prevention of defects introduced by manufacturing.
This is also the second element of variability control.
Design activity focuses on the relationship between
parameter variance and allowable tolerances; this
activity defines the steps necessary to achieve the
required variance limits. The activity includes the
flow-through of requirements to parts and materials
suppliers. The outputs of this activity define
manufacturing process capability indices, the
factors which control the manufacturing process
results, and the control limits imposed on these
variables.
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5.1.6.1 INPUT - DESIGN FOR
MANUFACTURING GUIDELINES
Output 5.1.4.9 serves as an input to this activity.
These guidelines must be iteratively developed with
design engineering and must reflect the capabilities
and limitations of the manufacturing process.

5.1.6.2 INPUT - CRITICAL PRODUCT
CHARACTERISTICS AND MANUFACTURING
PROCESSES
Output 5.1.4.8 serves as an input to this activity.
The control of manufacturing processes must be
clearly linked to, and priorities established by, the
definition of critical product characteristics.

5.1.6.3 INPUT - MANUFACTURING
PROCESS DESCRIPTION
This input is a complete description of the
manufacturing process and the capability index
associated with each step in the process. These
descriptions must be provided for those processes,
including suppliers processes, which affect critical
product characteristics. This input should highlight
process steps for which the capability index has not
been defined.

5.1.6.4 INPUT - MANUFACTURING
EXPERIENCE DATA
This input is the manufacturing process equivalent to
the design input described in paragraph 5.1.4.2.
The data includes defect rates for existing
manufacturing process steps, corrective actions to
be implemented as part of the EMD phase, lessons
learned for inclusion in design for manufacturing
guidelines, and process control variables and
control limits for existing manufacturing process
steps.

5.1.6.5 OUTPUT - MANUFACTURING MANUFACTURING
PROCESS FMECA EQUIPMENT
A failure modes effects and criticality analysis CRITICALITY
should be conducted on the equipment required to
implement the most important manufacturing
processing steps. These analyses, or similar
analyses, represent a continuing progression in the
identification of critical elements. These analyses
can be used to ensure the reliability of
manufacturing equipment, define fault indication and
monitoring requirements, and provide the basis for
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maintenance practices and manufacturing
workaround plans.

5.1.6.6 OUTPUT - MANUFACTURING
PROCESS CONTROL PLAN
This plan applies to all critical manufacturing
processes. It defines the capability indices for these
processes, the control variables for these processes
and their limits, and the description of process
control elements including Statistical Process
Control (SPC) implementation requirements. The
plan should define the methods, tests, and analyses
that will be implemented for manufacturing process
steps that are not completely characterized. The
plan should also define the criteria and capability for
conducting Design of Experiments for the purpose of
reducing process variability. This plan should
include flow through requirements to ensure the
control of purchased parts and materials.

kvi- Activity

5.1.7. 1,norated5.1.laS.17.1 qM5.1.3.10) 5.1.7

DeeI c 5.1.7.31 Test RePiug and
Enronrnt and and Vedflcauon Design Changes

5.1.72 Use Profiles Tests

Figure 54. Product Testing

5.1.7 ACTIVITY - DEVELOPMENT AND
VERIFICATION TESTS
This activity includes the complete spectrum of tests
required to develop and verify product performance
requirements. All testing should be expected to
yield data required for defect prevention or
elimination.

5.1.7.1 INPUT - INTEGRATED TEST PLAN COMPREHENSIVE
Output 5.1.3.10 serves as an input to this activity. TESTING
This input defines all tests, test conditions, test
objectives, and failure reporting analyses and
corrective action system (FRACAS) requirements.
Testing should include performance under expected
environmental extremes, life testing for fatigue and
wearout mechanisms using representative models of
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the operational equpment, long term mision
environment tests to validate requirements, such as
Mean Time Between Maintenance, and all parts,
materials, and subassembl development tests. A
comprehensive FRACAS that results in design and
manufacturing process changes is an essential
element of the test plan.

5.1.7.2 INPUT - ENVIRONMENT AND USE
PROFILES
Input 5.1.4.4 also serves as an input to this activity.
All testing, especially life and long term performance
testing, should be conducted under conditions
derived from, and traceable to, customer use.

5.1.7.3 OUTPUT - TEST REPORTS AND
DESIGN CHANGES
All test results and all corrective actions resulting
from these tests should be reported for customer
approval. The key to this output is the definition of
the procedures for ensuring that changes are
incorporated in the equipment design or
manufacturing processes and the criteria for
verifying the effectiveness of these changes.

This output also defines the stress screening that will
be applied to production equipment. This includes
both subassembly and system level screening. The
stress levels and duration of these tests should be
based on the results of development test and long
term performance tests. A sufficient body of
knowledge exists in the literature to fully and
adequately define these tests.
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5.1.8 ACTIVITY - PRODUCTION
SPECIFICATIONS
Production specifications that include both product
performance and verification and manufacturing
requirements are developed by this activity. This
activity includes the development of specifications
for procured subassemblies and equipment.

5.1.8.1 INPUT - STRESS ANALYSES AND
PREDICTIONS
Output 5.1.4.6 serves as an input to this activity.
Quantitative reliability requirements for all
production specifications are developed using this
output. This output also provides the data
necessary for the development of production
specification derating and design margin
requirements.

5.1.8.2 INPUT - MANUFACTURING
PROCESS CONTROL PLAN
Output 5.1.6.6 serves as an input to this activity.
This output provides the baseline for creating
manufacturing process specifications, identifying
information, such as SPC control variables and
control limits, and in-process inspection
requirements.

5.1.8.3 INPUT - TEST REPORTS
Output 5.1.7.3 serves as an input to the production
specification activity. This output defines the
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baseline production verification and screening test
requkementskfr subassemblies and systems.

5.1.8.4 OUTPUT - PRODUCT
PERFORMANCE SPECIFICATIONS
This output is the complete set of DoD customer
specifications and all specifications for procured
hardware. The specifications contain all
quantitative and qualitative reliability requirements.
These requirements include such parameters as
service life, Mean Time Between Maintenance
(scheduled and unscheduled) and BIT false alarm
rates. The specifications include such qualitative
requirements as environmental descriptions, design
margins, and parameter variability limits. All test and
performance verification requirements must be
defined in the production specifications.

5.1.8.5 OUTPUT - MANUFACTURING
SPECIFICATIONS
This output is the specification of the manufacturing
process. all process steps are identified and
process specifications defined. These include
definition of control variables, limits for those
variables, measurement techniques, and the
definition of SPC requirements. These
manufacturing specifications should also identify all
inspection, test, reporting, and corrective action
procedures applied to the manufacturing process.
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5.1.9 ACTIVITY - DESIGN REVIEWS AUDIT THE DESIGN
This activity is substantially the same as that defined
in paragraphs 3.1.7 and 4.1.7. Reviews are the
method for bringing discipline to the reliability
process and maintaining a focus on customer
requirements. All reviews should have clearly
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defined entry and exist criteria, an explicit definition
of applicable customer requirements, and a
description of how these requirements are being
satisfied. The review process should also have a
description of responsibilities for closure of action
items and implementation of corrective action and
changes.

5.1.9.1 INPUT - ACTIVITY OUTPUTS
The outputs of Activities 5.1.2, 5.1.4, 5.1.5, 5.1.6,
5.1.7, and 5.1.8 define all the reliability issues that
should be subject to internal and customer review.
Selected critical inputs (e.g., Environment and Use
Description) to these activities are also proper
issues for design reviews.

5.1.9.2 INPUT- DESIGN REVIEW
PROCEDURES
The description of this input is the same as provided
in paragraphs 3.1.7.2 and 4.1.7.2

5.1.9.3 OUTPUT - DESIGN REVIEW REPORT
The description of this output is the same as
provided in paragraph 3.1.7.3

5.2 CONTROL AND AUDIT

There are three primary control and audit metrics
applicable during the EMD phase. Failure to
achieve the indicated levels for these metrics should
result in requirements for a corrective action plan.

5.2.1 DETAIL QUANTITATIVE RELIABILITY
PREDICTIONS
A detailed prediction of expected reliability
performance is one of three control factors
applicable during the EMD phase. The current
practice of using MIL-HDBK-217 for detailed
predictions may not be complete and may require
supplements such as a physics of failure approach,
including assessments/predictions of known
wearout and fatigue mechanisms, estimates of the
malperformance of the equipment's self-diagnosis
functions, and adjustments based on demonstrated
results (customer use experience, part manufacturer
test data).
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The credibilty of the prediction is contingent on the
quality of several key issues that must be evaluated
in concert with a prediction:

"* Scope and quality of "Lessons Learned"
"* Design for Manufacturing guidelines (Design

simpliication)
Environmental and Use data traceable to the
Mission Description (Stresses)

"* Quality of Design margins/guidelines/derating/
application guidance

"* Characterization and contol of Manufacturing
processes

"* Materials characterization data (Fatigue/
Overstress/Corrosion resistance)

"* Parts control

Guidance regarding techniques appropriate to the
estimation of life for some dominant fatigue and
wearout mechanisms are contained in Report RL-TR-
91-155, "Computer Aided Assessment of Reliability
Using Finite Element Methods" and RL-TR-91-251,
"Reliability Assessment of Water Scale Integration
Using Finite Element Analysis." Sufficient data
exists to address additional issues, such as
connector durability, corrosion, and
electromigration. Estimates of wearout and fatigue
life should be initially applied to worst case
conditions to determine the need for more extensive
analyses.

Use of detail predictions as a control
parameter requires that corrective action be
Implemented If the parameter falls below
established criteria. These criteria are as
follows:

"* Prediction values must exceed
customer requirements by a minimum of
twenty percent (20%).

"* Predictions will be Iterated several
times during the EMD phase. Final
values shall reflect a twenty percent
(20%) Improvement over Initial values.
The Improvement shall be traceable to
either design simplification or
reductions In electrical or mechanical
stress levels.
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5.2.2 DESIGN VARIABILITY CONTROL
Detailed quantitative reliability predictions basically
address the issue of stress-induced failures. The
robustness of the design and its resistance to
parameter variation is another major part of
eliminating defects.

The basic design approach is to keep the variation
under control such that the average result is
separated from the specification limit by six standard
deviation units. This separation should include the
effects of shifts and drifts in the mean. A shift in the
mean of 1.5 sigma accounts for typical shifts and
drifts. This concept and a definition of capability
indices is shown in Figure 5-11 as a measure of
control.

capblity rwitio Condition 2:

1 2 Distribution Average

Cp-/B - 2.0 2.0 Shifted 1.5 a From

Cpk" C0.5 aB 2.0 1.5 the Nominal Spec

~A.
Distrib~ution Avrge

Centered On
Nominal Spec !

-4(F -2a it *2a +4(y +So

LSL Normal USL 2".o 32.97.v

Figure 5-11. Concepts Underlying Cp and Cpk

The concepts Identified herein can be
applied to virtually any critical product
characteristic. For control purposes during
the EMD phase, the goal for each critical
parameter is six sigma (Cp = 2.0) with a
threshold for corrective action being four
sigma (Cp 1.33).
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5.2.3 MANUFACTURING VARIABILITY
CONTROL
Manufacturing is the final element contributing to
defects and must be "scored" and controlled in a
fashion almost identical to that described in
paragraph 5.2.2.

The overall ability of a manufacturing process to
consistently produce a high-quality end item is
highly dependent on the capability of the individual
steps that comprise that process. In turn, the
capability of any given process step is determined
by the degree of capability related to, and the
subsequent control of, the underlying factors.

The control criteria for manufacturing
control Is similar to that defined in
paragraph 5.2.2. However, control of the
manufacturing process clearly extends Into
both the Production and Support phases.
The ultimate goal for each critical
manufacturing process step Is a capability
Index, Cp, of 2.0. The EMD threshold for
corrective action Is an Index, Cp, of 1.33.
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6.1.1 6.1.2 &1.3 6.1.4
Quality V Program Production Customer

Evaluation Planning Reliability SupportControl

6.1.5
Design and Manufacturing Reviews

Activity Timeline
16.1.1 Quality

Evaluation

"8.1.3 Production Reliability Control (Continuing)

6.1 AI Customer Support (Continuing)

&IS Design and (Continuing)

Manufacturing Reviews cc2"3-7l2-04-uM

Figure 6-1. Production and Support Phaees
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6.0 INTRODUCTION

This chapter defines the activities that should take
place during the Production and Operational
Support acquisition phases. Figure 6-1 shows the
essential activities of this phase and the general time
phasing of these activities. Activity 6.1.1, quality
evaluation, is a continuation of the continuous
improvement process started in the Concept-
Exploration phase. It should also be an important
element of both subcontractor control and supplier
selection. Activity 6.1.2 is the program planning for
both internal engineering and manufacturing
operations and customer support for fielded systems.
Activities 6.1.3 and 6.1.4 are the internally and
externally directed actions required for defect
detection, elimination, and prevention.

Continuing design and manufacturing reviews,
activity 6.1.5, are essential to maintain a focus on
both continuous improvement and continuing
satisfaction of customer requirements.

Specific descriptions of the phase activities are MAJOR CHANGES
contained in paragraphs 6.1.1 through 6.1.5. These
paragraphs discuss the routine reliability
improvement activities of the production and
operational support phases. Major changes,
upgrades, or improvements are subject to control via
the appropriate activities from the previously
described phases. The activities are selected
based on the development status of the change.

6.1 SUMMARY OF ACTIVITIES

The full scale production phase implements the
contractor's production plan, as modified, by what
was learned in the preproduction phase. Using
Statistical Process Control (SPC) to measure the
process and product variability at strategic points in
the production flow will ensure that reliability is not
affected by workmanship, tooling tolerances,
equipment calibration, and/or various manufacturing
processes. Once the processes are under control,
the next most important task is to ensure that all
anomalies are properly corrected. This is
accomplished through the Failure Reporting
Analysis and Corrective Action System (FRACAS)
process. The data collected from this system is used
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to establish failure history, cause, and corrective
action. It provides the detail necessary to establish
trends and provide closed loop feedback to the
designer on product and process problems that
require modification.

Verification test data is collected from production
Environmental Stress Screening (ESS) and
Production Reliability Acceptance Tests (PRAT) to
ensure that parts and materials and manufacturing
processes provide what is necessary to produce a
product that is consistently reliable.

Once the product is fielded, the focus is on failure
reporting, analysis, and corrective action. Failure
reporting analysis and corrective action data is
carried over from production and combined with
actual field performance data to determine if there
are unique conditions that must be addressed that
did not appear in-house.

It is critical that information pertaining to performance CUSTOME R
criteria, such as range, accuracy, clarity, speed, SATISFACTION
reliability, etc., is accurately reported.
Customer/User satisfaction must be primary, and if
an anomaly does occur, rapid response is important.
Information provided can be used to isolate design
deficiencies or unforeseen process problems that
don't show up until the product is in the field. This
information is then fed back to the contractor to
determine the root cause and implement corrective
action. Data collected and stored over the
operational life of the program can reveal long term
conditions. This information may reveal handling or
usage conditions that can be compensated for in
existing and future designs.

The following program attributes must be in place for
the Production and Operational Support phases:

"* An effective system that translates all the
customer's expectations and requirements into
Production and Operational Support
requirements.

"* An effective system for identifying key product
and process characteristics and their impact
on reliability/durability.
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"* An effective system of process controls that
addresses process yield and variability and an
inhouse feedback system that informs
engineering of potential design deficiencies.

"* An effective plan that verifies through testing
the life and reliability of the product that gives
credibility to earlier predictions.

"* An effective system of reporting, retrieving,
analyzing, and correcting field problems that
might have a relationship to product design or
manufacturing processes.

With these attributes in place, and with the
application of TQM tools, such as Cycle Time
Management and SPC, the production phase should
have good product yield with exceptional reliability
and durability. Operational Support costs will be low
when the product is fielded, and customer/user
satisfaction will be high.

Input Activity Output

6.1.1i Quali - -9Wty Evaluation
6.1.1.1 Evaluation Quality .1.1.2 Rt

Evaluation

CC34-0079-14-D

Figure 6-2. Continuous Improvement

6.1.1 ACTIVITY - QUALITY EVALUATION
This activity shifts during this phase from a primary
use as source selection criteria to an evaluation
directed at monitoring and measuring continuous
improvement. However, it can and should still be
used for source selection for competitive
reprocurement and second sourcing. The quality
evaluation should also be embedded in a supplier
certification program directed at identifying a
selection of preferred suppliers. The quality
evaluation should also be used as a measurement
tool for continuous improvement, with results
requested periodically and reviewed as part of
supplier monitoring and control.
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6.1.1.1 INPUT - EVALUATION CRITERIA
The evaluation criteria defined in Volume II of this
handbook is the recommended benchmark for
continuing quality evaluation. These criteria should
be included in production contracts with instructions
for periodic evaluations.

6.1.1.2 OUTPUT - QUALITY EVALUATION ASSESSMENT
REPORT REPORTS
The supplier provides a quality evaluation report in
accordance with customer reporting requirements.
The Malcolm Baldrige report format is a
recommended source for reporting requirements.
These reports should be prepared and evaluated on
an annual or biannual basis with a focus on problem
areas and corrective actions.

utActivity outpiu

6.1. li I• 61.2.540. Tailored-1 ý i 6.2.5Program PlanProfile us Ij I
f {Product Performance [ Failure Repotting,6.11= . Specifications ".1 2-o Analysis and Corrective

(otCput 5.1.8.4) 6.1.2 Action System
Program

T BenchPlanningn
6123Manufacturing Rqmnts Plnig[...wTraining Plan6.1.2.3 (Output 5.1.8.5) _ 4.11.11.7T1B _nchma_ dogandan

6.1.V14 Co ntract 6.1±281 Customer

Figure 6-3. Plan the Program

6.1.2 ACTIVITY - PROGRAM PLANNING FOCUS OF
This activity is reduced in comparison to the ACTIVITIES
planning required for prior acquisition phases. The
planning for the production and operational support
phases should emphasize the continuing reduction
in varir'1lity of manufacturing processes, failure
reporting, analyses and corrective action systems,
supplier control, and the development of customer
use feedback systems. The plans must clearly
identify the relationships between reliability
engineering, manufacturing, quality assurance,
design engineering, and logistic support
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organizations.

6.1.2.1 INPUT - FUNDING PROFILES
The description of this input is the same as
contained in paragraphs 3.1.3.1, 4.1.3.1, and
5.1.3.1.

6.1.2.2 INPUT - PRODUCT PERFORMANCE
SPECIFICATIONS
The output described in paragraph 5.1.8.4 serves as
an input to the planning activity. These
specifications completely describe all performance
and verification requirements.

6.1.2.3 INPUT - MANUFACTURING
REQUIREMENTS
The output described in paragraph 5.1.6.5 serves as
an input to the planning activity. This input includes
all manufacturing process specifications, the status
of capability indices (Cp) for the design and
manufacturing processes, and SPC criteria.

6.1.2.4 INPUT - CONTRACT
REQUIREMENTS
The description of this input is the same as provided
in paragraph 3.1.3.2.

6.1.2.5 OUTPUT - TAILORED PROGRAM
PLAN
The program plan should use the inputs and outputs
of Activities 6.1.1, 6.1.3, 6.1.4, and 6.1.5, as the
baseline for defining the specific tasks for the
production and operational support phases. The
plan should concentrate on the topics described in
paragraph 6.1.2.

6.1.2.6 OUTPUT - FAILURE REPORTING ELIMINATE DEFECTS
ANALYSIS AND CORRECTIVE ACTION
SYSTEM (FRACAS)
The supplier must have a comprehensive FRACAS
that addresses all defects discovered in both the
manufacturing and test processes. The system
should clearly identify the requirements and
responsibility for reporting, analyzing, correcting,
and tracking the status of all defects. There are two
keys to the effectiveness of FRACAS systems: 1) it
should be a single system that records and corrects
defects from all sources from receipt of parts and
materials through finished product, and 2) there must
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be evidence of continuous management oversight
"and insistence on the root cause analysis and
correction of all defects.

6.1.2.7 OUTPUT - BENCHMARKING AND
TRAINING PLAN
Benchmarking plans should be built around two
issues: 1) weaknesses uncovered during the quality
evaluation activity of paragraph 6.1.1, and 2) the
issues of continuing variability reduction, failure
elimination, and supplier control. The plans should
identify the process and company being
benchmarked, the data collection method,
responsibility for the effort, and schedules for
completing the benchmarking. Suggested topics for
benchmarking include:

Failure Reporting, Analyses, and Corrective
Action Systems

* Customer Feedback Systems
* Manufacturing Cycle Time
* Supplier Control
* Statistical Process Control
* Variability Reduction

The training plan should address the capability of
program personnel to accomplish the phase
activities, inputs and outputs, and the training
resources employed to correct deficiencies. The
training plan should also address the topic of the
dissemination of reliability requirements throughout
all program areas.

6.1.2.8 OUTPUT - CUSTOMER FEEDBACK CUSTOMER
PLAN SATISFACTION
Customer feedback is a critical element during the
Production and Operational Support phases. The
supplier should develop a plan for obtaining
information from their customer and the end use of
the equipment. The plan should identify all use
environments, the type of data generated, and
procedures for the disposition and repair of failed
items. Having identified these issues, the plan
should describe the methods employed to collect all
relevant information, the responsibility for acting on
the information, and the status/tracking techniques
to be applied to ensure problem resolution. The plan
should address both the customer's data and the
mechanics for transmitting this information to
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suppliers and subcontractors for their action and
p~m doseouL
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6.1.3.3 Test Results

CC23-01394"4O'jm
Figure 6-4. Inteal Control

6.1.3 ACTIVITY - PRODUCTION IN-PROCESS TESTING
RELIABILITY CONTROL
This activity is a central activity of the Production
and Operational Support phases. Data from internal
manufacturing processes, supplier processing and
test, and all pre-delivery testing is evaluated. Based
on these analyses, changes to manufacturing
processes, parts, and materials are implemented.
The key to the success of this activity is the
comprehensiveness of the data sources.

6.1.3.1 INPUT - MANUFACTURING MANUFACTURING
PROCESS DESCRIPTION RESULTS
This is a comprehensive definition of the
manufacturing process. The data includes a
description of every manufacturing process step, the
capability index associated with that step, the
identification of inspection and test steps, and the
data reflecting the number of defects and parameter
variability detected at each of the test and
inspection steps. This latter data should be
represented in the FRACAS data base. Within the
description of the manufacturing process steps,
those affecting critical product characteristics
should be identified and highlighted.
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6.1.3.2 INPUT - SUPPLIER CONTROL
RESULTS
Data from suppliers of critical parts and materials
should maintain the data indicated in paragraph
6.1.3.1 and provide variability data for critical parts
and materials parameters. This input also includes
parts and materials defect/failure data and status
reports for problem closeout.

6.1.3.3 INPUT - PRE-DELIVERY TEST
RESULTS
Pre-delivery testing includes all post-manufacturing
assembly testing, including Environmental Stress
Screening at all levels of assembly, acceptance
testing, and any operation or testing prior to use by
the ultimate customer. These data become part of
the defect data base subject to reporting, analyses,
corrective action, and problem closure status
tracking. During this testing, there should be no
acceptable levels of defect nor any defects which
are not subject to corrective action requirements.
All testing should be identified in either performance
or manufacturing specifications.

6.1.3.4 OUTPUT - MANUFACTURING
PROCESS CHANGES
Test results from all phases of testing should be
combined and used to validate the achievement of
six sigma levels in both design and manufacturing
processes. The capability index of the
manufacturing processes, starting with critical
processes, should be demonstrated to be at least 2.0
(six sigma). Planned corrective actions, such as
variability reduction testing, SPC, and process
simplification, should be defined for processes not
achieving necessary levels of reliability.

6.1.3.5 OUTPUT - PARTS AND MATERIALS
CHANGES
Test data from all phases of testing, including tests
conducted by parts and materials suppliers, should
be combined to demonstrate the achievement of six
sigma quality levels by parts and me' Is supplier
manufacturing processes. In addition, test data
should be accumulated on critical parameters to
validate that variability relative to required
tolerances are equal to six sigma. Plans for
corrective action should be developed for parts and
materials not complying with these requirements.
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Wdhin the constraints of Configuration management,
the design should be continuously reviewed for
simplification and the incorporation of improved
technology parts and materials.

kiputActivity Outpu

.41Logisticsr
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6...1Customner Data Supr . A Manufacturing
.142Feechack Proess Changes

Figure 6-5. Customer Satisfaction

6.1.4 ACTIVITY - CUSTOMER SUPPORT PRODUCT
Satisfaction of the ultimate using customer is the goal PERFORMANCE
of this activity. Provisions should be in place that
ensure that all levels of suppliers are made aware of
the performance of their products in the hands of the
end user. Satisfaction should be measured both by
conformance to performance specification
requirements and by direct customer contact.

6.1.4.1 INPUT - LOGISTIC SUPPORT PLAN
The support environment and the stresses resulting
from that environment have been identified as
design requirements from the earliest acquisition
phases. This input represents data describing
troubleshooting and repair practices and
environments at all levels of maintenance, support
and test equipment at all levels of maintenance,
storage handling and transportation conditions, and
maintenance training. The data also includes details
regarding procedures for warranties and return of
failed assets to suppliers for repair.

6.1.4.2 INPUT - CUSTOMER DATA FIELD DATA
FEEDBACK
All sources of performance data should be identified
and employed to measure customer satisfaction.
This data includes standard DoD maintenance data,
depot repair reports, direct customer contact, and
reports from contractor field service personnel. This
data should be collected and evaluated in a
centralized and systematic fashion.
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6.1.4.3 OUTPUT - DESIGN CHANGES
Data analyses should be a continuous supplier
process to measure quantitative reliability
performance levels, identify problem areas, and
validate assumptions regarding customer
environments and use. The supplier should have a
process in place that ensures the widest possible
distribution of these analytic results along with
criteria for initiating design changes to correct
problems.

6.1.4.4 OUTPUT - MANUFACTURING
PROCESS CHANGES
The description of this output is substantially the
same as output 6.1.4.3 except that the output product
is manufacturing process changes.

Input Activity Output

6.1.5.1 Manufacturing Process

6.1.5 I 6.1.5A Product Improvement

Pro-Delivery Test D.e.s anl

IResults (input 6.1.3.3) Manufacturing spotsse

.1.a Reviews .6.1.5.5 Change Proposals

.Feedback (input 6.1.4.2)

Figure 6-6. Continuous Review

6.1.5 ACTIVITY - DESIGN AND REVIEW THE RESULTS
MANUFACTURING REVIEWS
The supplier should have, in place, a process for
ensuring the continuous review of the results of
activities 6.1.1, 6.1.3, and 6.1.4. The review
process includes both internal and customer
reviews. All reviews should have clearly defined
entry and exit criteria, an explicit definition of
applicable customer requirements, and a
demonstration that these requirements are being met.
The review process is an integral part of outputs
6.1.3.4, 6.1.3.5, 6.1.4.3, and 6.1.4.4.
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6.1.5.1 INPUT - MANUFACTURING
PROCESS CAPABILITY INDICES
This input defines the variability of key
manufacturing processes in terms of process
capability indices (Cp or Cpk) or defects per million
opportunities.

6.1.5.2 INPUT - PRE-DELIVERY TEST
RESULTS
Input 6.1.3.3 also serves as an input to the review
activity.

6.1.5.3 INPUT - CUSTOMER DATA
FEEDBACK
Input 6.1.4.2 also serves as an input to the review
activity.

6.1.5.4 OUTPUT - PRODUCT
IMPROVEMENT PROPOSALS
One of the principal outputs of the review process
are recommendations for product improvements.
These are product changes that require customer
approval or those requiring any contractual or
configuration changes.

6.1.5.5 OUTPUT - SUPPORT SYSTEM
CHANGE PROPOSALS
These outputs represent changes in the customer's
support activities and require customer approval.

6.2 CONTROL AND AUDIT METRICS

The two control metrics for this phase are
the six sigma manufacturing capability
metrics described in paragraph 5.2, and
product performance specification reliability
values which should be achieved In the
user's environment. This is supplemented
by demonstration of equipment/ system level
performance at, or above, customer
requirements during pre-delivery testing.
The recommended methodology for tracking
the achievement of customer requirements,
based on pre-delivery testing, is described
in paragraph 2.8, pages 83 through 88, of
Report RL-TR-91-300, Volume 1 (of 2),
"Evaluation of Quantitative Environmental
Stress Screening (ESS) Methods." The only
stipulation regarding this procedure is that
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all defects and equipment malperformance,
Including design errors and malperformance
of self-diagnostics, be Included as part of
the data base.
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7.0 INTRODUCTION

This example demonstrates how the reliability
process can be used to enhance the reliability of
products. It by no means covers all the areas of the
reliability process, but instead covers some
important areas in a concrete manner as a general
demonstration of the use of the process. The overall
product in this example is a radar system, with most
of the example concentrating on an identified critical
item, a linear hybrid. Even though this example
centers on a linear hybrid, the process can be used
on all products and at all levels of indenture.
Samples of the use of Quality Function Deployment
(QFD) are integrated into the example. These show
how QFD is used to interpret customer needs and
flow the resulting technical requirements to the
lowest levels of design and manufacturing.

7.1 PRECONCEPT EXPLORATION PHASE
ACTIVITIES

Before the formal request for proposal (RFP) was QUALITY FUNCTION
released, Ajax Company met with the customer to DEPLOYMENT
discuss their needs and expectations for the future
Radar system and to work with the customer in
defining requirements and explaining contractor
capability. The translation of customer needs into
requirements was performed using QFD. Figure 7-1
shows an example of a partial QFD. The customer's
operational needs are translated into system level
technical objectives. These objectives are related
to customer needs and priorities and "scored" to
define the relative importance of the objectives. At
this early stage in the acquisition cycle, the QFD
technical objectives (labeled in the Figure as
Design Requirements) can be used as criteria for
selecting emerging technologies that may satisfy
these objectives. The Ajax Company had used this
approach on other contracts and found it most
beneficial. In the past, the customer passed down
requirements that were beyond Ajax's capability or
did not directly translate into meeting total customer
requirements. By discussing the expectations and
needs of the customer before the RFP was released,
Ajax was able to inform the customer of Ajax's
technical capability and options, and work with them
to develop requirements that would directly translate
into satisfying their needs and expectations.
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Upon completing the requirements development,
Ajax concluded that they had the capability to meet
the needs and expectations of the customer. Ajax
was currently building three radar systems: an APG
50, 51M, and 52M Radar. The 51M and 52M radar
both utilized slightly different design concepts
compared to the APG 50. However, the 51 M and
52M radars utilized a Radar Receiver Processor
(RRP) module that the designer felt was optimal for
the upgrade of the APG 50. Ajax's plan was to
redesign the receiver module in the APG 50 Radar
using the receiver (RRP) module from the 51M or
52M Radar. However, a Preconcept Risk Analysis
found that the receiver module has been the problem
module in the factory and in the field. The problem
was determined to be the Receiver (RCV) hybrid.
The RCV hybrid is the heart and soul of the RRP
module.

An alternative approach considered by Ajax CO M PA R E
Company was to redesign the RRP module using the TECH NO LOG I ES
Super Receiver (SRCV I) hybrid. The SRCV I hybrid
was part of a new program funded to design and
build cost effective state-of-the-art receiver hybrids
using Microwave Monolithic Integrated Circuits
(MMIC) GaAs chips and tape automated bonding. A
detailed trade-off study was planned for the Concept
Phase to investigate the advantages and
disadvantages of the redesigned RCV hybrid versus
the new technology.

7.2 CONCEPT EXPLORATION PHASE
ACTIVITIES

Upon receiving the RFP, Ajax Company began the
formal development of the proposal. The customer
requirements stated in the contract were very similar
to the requirements that were developed during the
preconcept phase. The analysis and deployment of
requirements from the preconcept phase were
updated using Quality Functional Deployment QFD
to establish cost, performance, reliability,
producibility, and support requirements, along with
identifying customer priorities and requirement
interaction. As shown in Figure 7-2, the technical
objectives represent system level objectives, but
contain additional and more specific attributes than
identified during Pre-Concept Exploration phase.
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Their winning proposal included a plan that clearly
demonstrated how the customer's needs and
expectations would be satisfied. Ajax attributed
much of the success to the Preconcept QFD, which
established what the customer was looking for and
translated these needs into requirements that both
parties felt were optimal.

The Concept Phase Reliability Implementation Plan
included a general outline of the activities planned
through Production. Though many of the details of
the plan were not known at the time, the general
concepts were well defined. The general areas
covered were roles and responsibilities, design
guides development, critical item identification,
variability control, and verification test. An
engineering and manufacturing team collectively
established the specific roles and responsibilities for
contract activities.

In order to establish a system concept and a firm SELECT
direction for choice of technology, the designer TECH NO LOG I ES
requested additional historical data to confirm the
poor reliability history of the RSV hybrid. The
investigation determined that many of the critical
parts and processes of the RSV hybrid had been
identified and corrected, but in spite of this, the
hybrid continued to demonstrate poor reliability
performance. Concurrently, he contacted the new
technology SRSV I hybrid program to determine
what actions had been taken to determine critical
parts and processes for the SRCV I hybrid. There
had been limited analyses or tests performed to
determine the critical materials or processes of these
new technologies. The cost of performing these
analyses and tests were available from the SRSV I
hybrid program manager. The design engineer
planned to use these for his Trade-Off Analysis.

The management of Ajax had recently adopted a
new philosophy of commonality of designs across
programs. This was another consideration for the
Trade-Off Analysis. The RSV hybrid was already
used on the M50 and M51 program and many of the
critical processes of the RSV hybrid were already
known. Little was known about the reliability of the
SRSV I hybrid and the development costs were high.
When these factors were used in the Trade-Off
Analysis, it was decided that redesigning the RRP

7-5



CHAPTER 7
APPLYING THE PROCESS

modulk using the RSV hybrid was the optirna
decision. It was a dear choice based on the data
available.

Once the configuration and technology choice was
decided, a risk reduction plan was developed to
improve the reliability of the identified critical item,
the RSV hybrid.

7.3 DEMONSTRATION AND VALIDATION
PHASE ACTIVITIES

At the completion of the concept phase, Ajax had
identified a critical item, the RCV hybrid and a risk
reduction plan. This example will now concentrate
on applying the reliability process to the RCV
hybrid. Remember, there may be many critical items
in a design. This example demonstrates just one of
the many ways of applying the reliability design
process.

The analysis and deployment of requirements
(Quality Functional Deployment) was used to
flowdown cost, performance, reliability,
producibility, and support requirements--first to the
Receiver module, and then to the critical component
(Figures 7-3 and 7-4). At the component level, the
QFD resulted in very specific technical
requirements and actions focused on defining and
correcting the technical problems of the RCV hybrid.
Important requirements for this example were stress
cycle life process yields and defect rate.

During the Concept Exploration phase, the RCV
hybrid was chosen as the preferred design option,
despite the fact that early critical parts review
indicated a poor reliability history. The designer
took this information into account in his DEM/VAL
Reliability Plan. The reliability engineer,
manufacturing engineer, component specialist, and
the design engineer jointly developed the following
risk reduction plan details:

1. Perform a critical parts and materials review for
the hybrid. Look at the historical data in detail.
Determine use conditions when the device
failed and what was the physical failure mode.
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2. Determine if failure analyses had been
performed to determine cause of failure or
develop accelerated tests and failure analyses
to determine the dominant stress factors and
the root cause of the failure.

Upon performing the critical parts and materials REDUCE RISK
review, it was confirmed that the hybrid had
demonstrated poor reliability performance, both in-
house and in the field, on two different Ajax
programs. Reliability data showed that the hybrid
failed to meet the minimum standards for critical
process yields and the field failure rate was
excessive. Review of the data indicated that the
failure mode was possibly related to temperature
cycling. Because limited failure analysis had been
performed on failed hybrids, accelerated tests and
failure analyses were conducted to determine the
dominant stress factors and the root cause of failure.
The results concluded that the cause of failure was
related to the mismatch of the thermal coefficient of
expansion (TCE) of the semiconductor die attach
material and the carrier it was mounted on.

The mechanism of this failure was determined to be
fatigue of the epoxy die attach material, which is
temperature cycling dependent. The thickness of
the epoxy die attach material was also determined to
be important for thermal dissipation needs.

The designer went back to the failure modes and
effects analysis (FMECA) developed in the earlier
part of the Demonstration and Validation Phase to
update the analysis to include the new failure
information. The break in the thermal path through
the epoxy caused the semiconductor die to overheat
and fail. The FMECA showed that failure of this chip
would result in a single point failure to the hybrid and
to the overall system.

The test, analyses, and conclusions were sufficient
to show that reliability problems could be resolved
during the Engineering and Manufacturing
Development phase.

7.4 ENGINEERING AND MANUFACTURING
DEVELOPMENT (EMD) PHASE ACTIVITIES

In this example, the transition to EMD was
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approximately continuous. The customer had
reviewed the Reliability Plan at the conclusion of the
Demonstration and Validation phase and requested
an update to the Reliability Plan to explain what
actions would be taken to address the hybrid
reliability issues.

The QFD had been continually updated from the
start of the program, so the flowdown of customer
expectations and requirements went very smoothly.
Figure 7-5 show- the final flowdown of requirements
for the RCV hybrid. The updates had been rigorous,
and comments at the design review resulted in very
few requirement changes. EMD Master Schedules
confirmed the value of performing a preliminary
critical parts and material review during DEMNAL.
Since the time envelope available for determining
critical items and developing a course of action
during EMD was very short, it was most beneficial to
determine critical issues as early as possible in the
design process to allow time for refinement and final
optimization.

Upon reviewing the requirement changes from
DEMV!/AL to EMD and the DEMNAL design and
analysis data, it was determined that additional
testing and analysis was required. The EMD
planning effort considered all DEMNAL information
and included additional planning, testing, and
analysis that was required to ensure the design
would meet all program requirements. The Reliability
Plan was developed in a concurrent engineering
environment using QFD to aid in the prioritization of
activities. The design engineer, component
specialists, failure analysts, manufacturing
engineers, and reliability engineers jointly
developed the following hybrid improvement plan:

1. Consult with material specialists and DEFECT PREVENTION
component engineers in choosing potential
epoxy suppliers. Choose the epoxies to be
evaluated based on the appropriate thermal
coefficient of expansion (TCE), other thermal
characteristics, historical life and producibility
data, and cost.

2. Use thermal modeling techniques to establish a
maximum thickness for each epoxy type.
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3. Using engineering judgement, historical data,
and vendor experience, determine a minimum
epoxy die attach thickness as a target value for
each epoxy type. Choose three thicknesses
within the feasible range.

4. Utilize Design of Experiments (DOE) for
performing the following manufacturing
process development tests: a) determine the
relationship between the amount of epoxy and
the epoxy die attach thickness after curing for
each epoxy type, including the corresponding
values for the application needle height (mils),
robot speed (cm/s), and needle diameter (mils),
as well as die placement pressure; b)
determine process control variables for
applying the desired quantity of each epoxy
type.

5. Choose five different temperature ranges that
are within the application requirement and
perform temperature cycling to failure.

6. Use DOE to evaluate the variability of cycles
to failures for each epoxy type, based on
thickness, temperature range, and epoxy
supplier.

7. Determine Key Product Characteristics and
Key Control Characteristics.

8. Develop a Statistical Process Control Plan.

Based on previous experience, the material
specialist and component engineer were able to
choose three potential epoxies, all supplied by
different suppliers. The three epoxies were chosen
for further studies based on TCE and thermal
characteristics, historical life and producibility data,
and cost.

Because of early planning, many of the activities
stated in the Reliability Plan were performed
simultaneously, instead of the chronological order
stated above. This procedure optimized the time
available for reliability product development. While
thermal modeling was being performed to determine
the maximum thickness to satisfy thermal dissipation
targets, samples were being developed for testing,
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process development, and producibility studies.

Upon completing steps 1 through 7, results were REFINE THE
weighted by order of cricality and used to perform a MANUFACTURING
trade-off of reliability, manufacturability, and cost PROCESS
The trade-off activity resulted in a choice of Epoxy 1.
Epoxy 1 was subjected to a reliability verification
test. All Epoxy 1 samples passed all the verification
tests. The desired epoxy die attach thickness was
determined to be (1 mil < X < 1.5 mil). This was
identified as a Key Product Characteristic (KPC).
The required quantity of Epoxy 1 to satisfy the
thickness requirement was determined to be (2 gms
< X < 2.3 gins). This was identified as a Key Control
Characteristic (KCC), along with a die placement
pressure of (5 gms < X < 6 gms).

The epoxy die attach thickness is critical. It was
determined through analysis that if it varies outside
of the determined thickness requirement, a failure
will occur. The epoxy quantity and die placement
pressure must be controlled around some target
value to ensure that variation in the epoxy die attach
thickness is maintained or minimized within its stated
range. This is accomplished through utilizing
Statistical Process Control (SPC). SPC was used to
chart the performance of the epoxy weight and die
placement pressure over time. This not only
indicates when the process is "out of control," but
also provides valuable information which can be
used to better understand the variability of the
process. For example, if the die placement pressure
changes over time, then utilizing SPC can determine
how often adjustments of the pressure apparatus are
necessary to maintain or minimize variability over
time.

7.5 PRODUCTION AND OPERATIONAL
SUPPORT PHASE ACTIVITIES

Production, Operation, and Support Requirements
were firmly established prior to the start of
production. The customer had met with Ajax to
discuss production requirements, such as process
yield targets, statistical process control, failure
reporting, analysis and corrective action, and a
continuous measurable improvement (CMI) program.
The QFD was again updated to include product and
process changes that arose after EMD.
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Ajax was f•,iliar with many of the success stries of
companies utilizing contnous measurable
iproverment philosophies. Ajax had adoptd

staistical process control, variability reduction, and
a FRACAS system for the M51 and M52 radar
production operations. Ajax was currently
experiencing the success of variability reduction in
Improved process yields. The plans from these two
programs were used to develop the plans for the
current contract. The plans in place during EMD
required only minor changes pnor to the start of
production.

The FRACAS plan used for the M50 and M51 radar DEFECT ELIMINATION
were slightly different than what Ajax had used in the
past. In the past, Ajax tracked failures at the unit and
system level. The new system would include
failures occurring at module level test. Ajax hc J,
found that many of the problems occumng at unit
bum-in could have been detected and corrected
during module level build.

In addition, Ajax developed a field failure tracking
system to track the performance of the product in the
field. This would start the moment the product left
Ajax. The data base used was directly tied to the
FRACAS system so part and failure searches could
be performed. The number of systems to be tracked
were based on a sample of the total population, i.e.,
the total number of systems built for the customer on
this contract. The system documented all faults,
identifying cause and corrective action. This
information was documented as lessons learned and
used to identify areas of improvement for the
reliability design process. Ajax decision to use
sampling was based on past experience. The data
received on past contracts were incomplete. The
data was not useful for drawing definite conclusions
that could be used to improve the reliability design
process. This was attributed to the difficulty
involved in recording detailed failure information
and maintaining traceability. This was also a
function of the large quantity of systems produced
ant the number of failures. Ajax felt that by choosing
a manageable number of samples to track over their
life, a failure history record could be developed in
which critical process problems could be identified,
corrected, and used as lessons learned to improve
both the product and process.
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CHAPTER 8

SOFTWARE RELIABILITY

8.0 INTRODUCTION

This handbook describes a revised process for
assuring the reliability of systems and their hardware
elemen's. However, modern electronic systems
contain increasing dependance on computers and
their software for system control and execution of
functions. Assuring the reliability of software is
therefore crucial to the reliability of electronic
systems. This assurance can be realized by
application of the principles and approaches of this
handbook to software development.

8.1 SUMMARY OF ACTIVITIES KEY SOFTWARE
ACTIVITIES

Each of the acquisition phases are described in
Chapters two through six in terms of key activities,
each having inputs and outputs. These activities are
listed as follows:

(1) Quality Evaluation
(2) Interpret Customer Needs
(3) Program Planning
(4) Technology Assessments and Testing
(5) Tezht ical Specifications
(6) Design Reviews

The activity designated above as "Technology
Assessments and Testing" is a composite
representation of one or more activities within each
phase. For example, the EMD phase contains four
technology assessments and test activities (5.1.4
through 5.1.7) which are summarized here as
"Technology Assessments and Testing." Each of the
above six activities is applicable to software
reliability.

The Quality Evaluation is an overall assessment of
the commitment to defect free hardware. The
software analog is continuous process improvement
in accordance with the Capability Maturity Model
(CMM) developed by the Software Engineering
Institute (SEI). This approach provides guidance for
maturing and measuring the software development
process through five levels of achievement. This
process is defined in more detail in paragraph 8.2.
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Definition of customer requirements is an activity
equally applicable to both hardware and software.
Quality Function Deployment, defined as a
recommended tool for interpreting customer needs,
should be applied to the development of software
requirements that are directly traceable to customer
needs. This activity corresponds to the System
Requirements Analysis/Design and Software
Requirements Analyses activities of DOD-STD-
2167A.

Program planning is as essential for software as it is SOFTWARE
for hardware. For example, this activity would be RELIABILITY
used to develop the Software Development Plan PLANNING
defined in DOD-STD-2167A. Most outputs of this
activity, as described in Chapters two through six,
are appropriate to software reliability. For instance,
these outputs include CAE Tools, Technical
Objectives Flowdown and Benchmarking and
Training Plans. These three outputs are as
appropriate to software as they are to hardware.

"* CAE Tools - Specific automated software
development tools must be defined along with
all required hardware and training for the use of
these tools.

"* Technical ObIectives Flowdown - Software
requirements, including quantitative reliability
requirements, must be allocated to lower levels
in the software hierarchy in a manner
comparable to the flowdown of hardware
requirement. Traceability from lower level
requirements back to customer requirements
must be maintained.

"* Benchmarking and Training Plans - The
description of this output for hardware reliability
is directly applicable to software reliability.
Software benchmarking can be done both
within the enterprise and external to the
enterprise. Its purpose is to employ
dramatically improved processes based on
"best practices" used by others. Training plans
that focus on deploying "best practices" are key
to developing high reliability software. These
plans should cover such issues as
requirements development, coding practices,
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defect reduction techniques, testing methods
and software configuration management.

The software equivalent to "Technology Assessment
and Testing" consists of activities required to
generate detail software specifications, interface
documents, coded software, quantitative software
defect estimates, software test procedures and
testing. The technology issues focus primarily on
defect prevention actions including topics such as
Lesson Learned.

The technical specifications activity consists of the
development of the deliverables spelled out in DOD-
STD-2167A. These include Software Requirements
Specifications, Interface Requirements
Specifications, Software Design Documents, and
Software Specifications.

Design Reviews are a critical element of defect SOFTWARE REVIEWS
prevention programs. Software inspections and
walikthroughs are powerful tools for improving the
quality and reliability of software. These software
reviews should have the same attributes as identified
for the Design Review Activity defined in Chapters
two through six. Primary among these attributes are
issues such as internal consistency, traceability to
customer requirements, and documented
procedures for conducting both internal and external
reviews.

Applying a quality process approach to software
reliability assurance uses the methodology defined
in Chapters two through six. As applied to software
this consists of process development in accordance
with the SEI maturity model, development of the
products described in DOD-STD-2167A,
determination of expected failure rates and testing in
accordance with the principles outlined in the 6
December 1991 draft MIL-HDBK-XXX, "Military
Handbook, Hardware/Software Reliability Assurance
and Control," and the implementation of a
comprehensive defect prevention program.
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8.2 SOFTWARE PROCESS MATURITY

Continuous process improvement is based on many SOFTWARE MATURITY
small, evolutionary steps. The SEI Capability
Maturity Model (CMM) provides a framework for
organizing these evolutionary steps into five maturity
levels that lay successive foundations for continuous
process improvement. These five maturity levels
define scale for measuring the maturity of an
organization's software process and for evaluating
its software process capability. The levels also help
an organization prioritize its improvement efforts.

A maturity level is a well-defined plateau toward
achieving a mature software process. Each maturity
level provides a layer in the foundation for
continuous process improvement. Each level
comprises a set of process goals that, when satisfied,
stabilize an important component of the software
process.

The following characterizations of the five maturity
levels highlight the primary process changes made
at each level:

Level 1 - The Initial Level

At the Initial Level, the organization typically does not
provide a stable environment for developing and
maintaining software. When an organization lacks
sound management practices, the benefits of good
software engineering practices are undermined by
ineffective planning and reaction-driven commitment
systems.

The software process capability of Level 1
organizations is unpredictable because the software
process is constantly changed or modified as the
work progresses. Schedules, budgets, functionality,
and product quality are generally unpredictable.
There are few stable software processes in
evidence, and performance can be predicted only by
individual rather than organizational capability.
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Level 2 - The Repeatable Level

At the Repeatable Level, policies for managing a
software project and procedures to implement those
policies are established. Planning ar'd managing
new projects is based on experience with similar
projects. An objective in achieving Level 2 is to
institutionalize effective management processes for
software projects, which allows organizations to
repeat successful practices developed on earlier
projects, although the specific processes
implemented by the projects may differ. An effective
process can be characterized as practiced,
documented, enforced, trained, measured, and able
to improve.

Level 2 organizations have installed basic software BASIC CONTROL
management controls. Realistic project
commitments are based on the results observed on
previous projects and on the requirements of the
current project. The software managers for a project
track software costs, schedules, and functionality,
problems in meeting commitments are identified
when they arise. Software requirements and the
work products developed to satisfy them are
baselined, and their integrity is controlled. Software
project standards are defined, and the organization
ensures they are faithfully followed. The software
project works with its subcontractors, if any, to
establish a strong customer-supplier relationship.

Level 3 - The Defined Level

At the Defined Level, the standard process for
developing and maintaining software across the
organization is documented, including both software
engineering and management processes, and these
processes are integrated into a coherent whole. This
standard process is referred to as the organization's
standard software process. Processes established
at Level 3 are used (and changed, as appropriate) to
help the software managers and technical staff
perform more effectively. The organization exploits
effective software engineering practices when
standardizing its software processes. There is a
group that is responsible for the organization's
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software process activities. An organization-wide
training program is implemented to ensure that the
staff and managers have the knowledge and skills
required to fulfill their assigned roles.

A well-defined process can be characterized as MEASURABLE
including readiness criteria, inputs, standards and PROGRESS
procedures for performing the work, verification
mechanisms (such as peer reviews), outputs, and
completion criteria. Because the software process is
well defined, management has good insight into
technical progress on all projects.

Level 4 - The Managed Level

At the Managed Level, the organization sets
quantitative defect goals for both software products
and process. Productivity and defect level are
measured for important software process activities
across all projects as part of an organizational DEFECT CONTROL
measurement program. An organization-wide
software process database is used to collect and
analyze the data available from the projects' defined
software processes. Software processes are
instrumented with well-defined and consistent
measurements at Level 4.

These measurements establish the quantitative
foundation for evaluating the project's software
processes and products.

Projects achieve control over their products and
processes by narrowing the variation in their process
performance to fall within acceptable quantitative
boundaries. Meaningful variations in process
performance can be distinguished from random
variation (noise), particularly within established
product lines. The risks involved in moving up the
learning curve of a new application domain are
known and carefully managed.

Level 5 - The Optimizing Level

At the Optimizing Level, the entire organization is
focused on continuous process improvement. The
organization has the means to identify weaknesses
and strengthen the process proactively, with the goal
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of preventing the occurrence of defects. Data on the
eflectiveness of the software process is used to
perform cost benefit analyses of new technologies
and proposed changes to the organization's
software process. Innovations that exploit the best
software engineering practices are identified and
transferred throughout the organization.

Software project teams in Level 5 organizations
analyze defects to determine their causes. Software
processes are evaluated to prevent known types of
defects from recurring, and lessons learned are
disseminated to other projects.

The software process capability of Level 5
organizations can be characterized as continuously
improving because Level 5 organizations are
continuously striving to improve the range of their
process capability, thereby improving the process
performance of their projects. Improvement occurs
both by incremental advancements in the existing
process and by innovations using new technologies
and methods.

Each of the maturity levels two through five are METRICS
characterized by the availability of credible metrics to
measure planned versus actual results. These
metrics are:

Level Two:

(1) Software Size - This metric tracks changes in
the size of the software being developed. Size
is typically specified by source lines of code.

(2) Staffing Profiles - This tracks the project's
ability to maintain planned staffing levels and
sufficient staffing for timely completion of the
program.

(3) Software Units Designed, Tested and
Integrated.

(4) Computer Resource Utilization (Throughput,
Memory and Communications Channels)

(5) Testing of Deliverables - This metric composes
the actual versus planned system testing
results.

(6) Code Errors - This is a measurement of the rate
at which software code errors are identified and
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resolved.
(7) Cumulative Code Defect Plot - This metric

measures -cumulative software discrepancy
reports over the life of the project.

Level Three:

This level includes the metrics described for level
two plus the following:

(1) Design Errors - This measures the rate of which
software errors are identified and resolved
during the design phase of the software
development process.

(2) Development Progress - This metric monitors
progress by combining schedule weighting
factors, percent complete estimates and
weighted percent complete estimates based on
relative difficulty of development.

Level Four:

Level Four metrics contains level three metrics plus
the following:

(1) Earned Value Index - This a composite metric
that measures work progress in terms of
percentage complete, labor hours charged and
labor hours estimated.

(2) Production Rate - This metric measures the
software size (lines of code) per total labor hour
charged.

(3) Requirements Traceability - Measurement of
requirements changes during the development
cycle.

(4) Requirements Coverage - This is the ratio of
the total requirements met to the total number
of requirements, plotted over time.

(5) Design Specification Change Rates - This is
the measure of changes caused by changed
requirements or modified design.

Level Five

There are no new metrics required for this level.
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The SEI maturity methodology is expected to be
used throughout all acquisition phases with
continuous progress towards level five monitored
through the approprate metrics noted above.

8.3 SOFTWARE FAILURE RATES

The fundamental focal points of this handbook is the
prevention and/or elimination of failure. Inherent in
this focus is the quantification of failure rates. Each
of the acquisition phase descriptions contains
requirements for the quantification of failure rates
both through an allocation process in the early
acquisition phases and prediction process in the
later acquisition phases. Similar methodologies
need to be applied to software.

Software and hardware differ in several respects. HARDWARE AND
Software does not wear out. Once a software failure SOFTWARE FAILURES
is corrected it is gone forever; many hardware faults
can recur. However, hardware and software
reliability are very similar. Both a running program
and an operating hardware item can be seen as
"black boxes." Every once in a while the black box
fails. For software, time brings with it a succession of
input states. The more time that goes by, the higher
the quantity of, and the more variety of, input states
the program encounters. Eventually, because of the
presence of defects, an input state will trigger a
failure. Thus both hardware and software reliability
can be modeled as random processes.

There are two terms relating to software reliability
that are used in the following paragraphs. These
terms are failure and defect. As used herein, a
failure is an observed malfunction of the software, a
defect is the deficiency that causes or can cause
failure.

A software failure occurs when the program
produces output that deviates from what the
requirements specify. A failure can be one of
conformance, in which the program does not
produce the right answer, or one of performance, in
which the program does not perform a required
function in a timely manner. Performance failures
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include crashes, hangs, and software that does not
meet its response or throughput time requirements.

Software failures arise from a population of software
defects. A software defect is missing, extra, or
defective code that has caused or can potentially
cause a failure. Every time a defect is traversed
during execution, a failure does not necessanly
ensue; it depends on the machine state (values of
intermediate variables). The extent to which a
program contains defects may be expressed in
defects per thousand lines of executable source
code (KLOC).

These defects can occur during any of the four DEFECT FACTORS
primary phases of software development; 1)
requirements definition, 2) preliminary design, 3)
detail design and 4) coding. Defects during these
phases are affected by factors such as the frequency
of changes to program specification, programmer
skill and the volume of program design
documentation. Control of these factors is the key to
failure prevention.

8.3.1 FAILURE RATE ALLOCATION

Allocation of failure rate consists of finding an
achievable combination of failure rates that supports
achievement of a system's or subsystem's
requirements. The failure rates cannot have just any
values; values are constrained by a range that is
reaiistically achievable. An acceptable allocation is
one in which all rates lie within their achievable
ranges and the overall subsystem or system meets
or exceeds the requirements. The rates can be
chosen arbitrarily but ideally would be chosen based
on intuition and on experience with similar and
previous-generation items. If the allocated values
ensure that the system requirements are met, the
allocation is complete and any "excess" can be
either allocated to another part of the system, or
reserved as a means of mitigating risk.

The failure rate allocation process, at any level in the SIX SIGMA
software hierarchy, should apply a "Six Sigma"
approach to software defect reduction since the
prevention of defects is the key to the prevention of
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failures. The baseline level of defects is based on
prior experience. It is recommended that
benchmarking be used as a tool to identify the best
(i.e. fewest defects) examples of prior software
developments. Generally this benchmarking can be
applied within an organization. The objective is to
identify both the lowest defect software development
and the processes used in the development. Having
established the "best" baseline, the allocation
process must establish improvement targets to be
achieved through techniques such as software
simplification and check lists based on root cause
analysis.

Once the system functionality is partitioned into
hardware and software subsystems, the levels of
software hierarchy are established through DOD-
STD-2167A methodology. The levels of software
decomposition, such as computer software
components (CSCs) and computer software
configuration items (CSCIs), refer to parts of the
static program as it is viewed for the purpose of
configuration management. When executing, the
software subsystem will exhibit a dynamic structure.
Allocation should take place at the level at which
individual threads of execution (processes" or
"tasks") exist. Generally, this level corresponds to
the CSCI level. This level is also appropriate for
allocation because the interfaces among modules
are included.

The allocation techniques identified herein are ALLOCATION
"Allocation Based on Achievable Failure Rates," TECHNIQUES
"Equal Apportionment", "Proportional Allocation,"
"Weighted Allocation," "Constrained Allocation," and
"Re-allocation."

The bottom-up allocation method, "Allocation Based
on Achievable Failure Rates" requires the ability to
estimate CSCI utilization rates. This method
provides a set of allocations to each CSCI which
accurately reflect the planned usage and the
execution time available for achieving reliability
growth. If failure rate allocations provided by this
method do not support achievement of the system or
subsystem requirements it is an indication that there
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may be a problem with the specification
requirements or one or more higher level allocations.

In "Equal Apportionment," the components of an
aggregate are allocated equal rates in such a way
that the aggregata meets its reliability goal.

"Proportional Allocation" takes into account the
length of time each component is active, the longer
a component is active, the more exposure it has to
the possibility of failure. The premise of proportional
allocation is that higher reliability should be
demanded of components that active for a greater
share of the time relative to the other components.

In "Weighted Allocation," the rate allocated to a
component is based on the criticality of the
component and/or feasibility of its meeting a
reliability objective. The criticality of the component
includes the consequences of the failure to mission
success and safety.

In "Constrained Allocation," the allocation is
optimized with respect to additional considerations
such as cost.

In "Re-allocation," a previous allocation is revised
because one or more components could not meet
their reliability objectives.

Details concerning these allocations techniques can
be found in Rome Laboratory Report RL-TR-92-15,
"Reliability Techniques for Combined Hardware and
Software Systems," or MIL-HDBK-XXX, Draft Military
handbook, "Hardware/Software Reliability
Assurance and Control," dated 6 December 1991.

8.3.2 FAILURE RATE PREDICTIONS

Hardware reliability prediction provides a failure rate
which, in theory, is the best reliability achievable as
the development and manufacturing processes are
perfected. Software does not have the same kind of
limitation. The reliability of software will generally
improve over time as failures are uncovered through
testing and are fixed. When software reliability is
predicted, that prediction must be related to a point in
time.
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The technique for software failure rate prediction
uses metrics derived from characteristics of the
software development process and of the products.
They are consistent with the metrics required as part
of the SEI Maturity Model approach to continuous
improvement. These metrics are as follows:

Metric #1 - is the number of errors in the Software
Requirements Specification (SRS).

Metric #2 - is the number of requirements statements
in the SRS.

Mtric #3 - is the number of pages in the SRS,.
Writing style will account for a small, unavoidable,
variation in this metric.

Metric #4 - is the effort expended, in man-months, on
the requirements analysis phase.

Metric #5 - is the number of changes (corrections
and modifications) to the SRS after it has been place
under configuration control.

Metric #6 - is the number of errors in preliminary
design documents.

Metric #7 - is the number of Computer Software
Components (CSCs) in the software structure.

Metric #8 - is the number of Computer Software Units
(CSUs) in the design structure.

Metric #9 - is the number of pages in the Software
Design Documents (SDDs).

Metric #10 - is the number of man-months expended
for preliminary design.

Metric #11 - is the average number of times a unit is
tested by the programmer during CSU testing.

Metric #12 - is the sum of the number of design
errors identified after the SDD has been placed
under configuration control, the number of design
errors identified as the result of internal reviews, and
the number of faults found through code reviews and
related inspections.
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Metric #1 - is the total number of executable lines of
source code.

As noted, these process metrics, are consistent with
the SEI maturity index metrics described in
paragraph 8.3.1. When used in conjunction with
experience based formulae, the above data permit
the assessment of initial software failure rates at
various stages of development. These stages are PREDICTION
requirements analysis, preliminary design, detail FORMULAE
design, coding, and software module/system testing.
The empirical formulae may be found in Section 5 of
MIL-HDBK-XXX, Draft Military Handbook:
"Hardware/Software Reliability Assurance and
Control," dated 6 December 1991. This draft
handbook also contains a procedure for predicting
failure rates very early in the development process
when only the program size and processor speed
may be known.

The flowdown of quantitative failure rate
requirements and the prediction of achieved values
as detail knowledge becomes available, sets the
stage for preventing/eliminating failures through the
use of software reviews coupled with root cause
analysis.

8.4 DEFECT PREVENTION TECHNIQUES

To achieve reliable software products, most
development processes rely on defect detection and
correction through inspections, walkthroughs, and
reviews early in the development cycle, and through
extensive testing.

Inspections and walkthroughs are peer/customer
examinations aimed at assisting the program
developers in improving their work by detecting
defects. They are the direct analog of the Design
Review Activities described in Chapters two through
six.

Software inspection is a powerful technique for
improving the quality of software development. This
objective is achieved by helping the software
developer recognize and fix their own errors early in
the process and to gather data on defects that can be
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used for improving the software development

process. Inspections are labor intensive but are very
effective for eliminating defects. The inspection
process involves a peer review of the developing
software with emphasis on error detection and
correction. These inspections should be conducted
at every point in the development process. In
addition to inspectirj new product elements, every
change should be inspected and re-inspections of
an entire element are needed when there is
substantial change activity or if inspection'test results
indicate unusual problems. Checklists are also
important to the success of the inspection, insuring
that all details of the process are covered. In all
cases, the inspection should take place with a clear
set of entry and exit criteria in place.

As defects are identified they are recorded and
discussed. Particular attention is paid to previously
undetected defects. The developer of the software
product is charged with the responsibility for
correcting the error. The corrected products must be
re-submitted to the inspection team to verify the
adequacy of the correction. A complete inspection
process will consist of planning, preliminary review,
inspection meeting, defect correction and follow-up.

A walkthrough is a less intensive review of a
software product than an inspection. They are also
less formal and do not generally involve the rework
and follow-up required in inspections. Errors found
during a walkthrough are, however, documented,
usually in the form of a results report.

True defect prevention requires combining causal
analysis with inspections/walkthroughs. Defects are
analyzed to determine the cause of the error, how to
prevent the error and how to remove similar defects
that may exist in the rest of the software. This causal
analysis should be done by the software
development team during the development process.
Causal analysis by the developer making the error
results in a more accurate determination of the true
error cause and more relevant prevention actions.
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There are four key elements in a defect prevention DEFECT PREVENTION
process: 1) systematic causal analysis, 2) KEYS
management support. 3) on-going development
team meetings and 4) a database and tools for data
collection and tracking of actions.

The causal analysis should take place once the
defects from a software development stage have
been discovered and corrected by virtue of
inspections and walkthroughs. For each defect the
following questions can be posed:

1) What is the error category (communication,
oversight, education or transcription)

2) How was the error introduced or caused
3) At what stage was the error created
4) How can the error be prevented in the future

and how can similar errors be detected and
removed from other elements of the program.

Repeated causal analyses reviews should take
place during any software development phases
during which numerous errors are likely to be
detected.

Preventative actions resulting from these causal
analysis reviews generally fall into several
categories:

1) Process improvements
2) Tool enhancement
3) Education
4) Software product changes
5) Communications improvements

These preventative actions are reported and saved
in a lessons learned file that may include items such
as error lists, inspection or walkthrough checklists,
coding or performance guidelines, and training
improvements.

8.5 CONCLUSIONS

The approach to software defect prevention
described in this chapter, parallels the hardware
process described in Chapters 2 through 6. A frame
work for ensuring the implementation of continuous
improvement during all acquisition phases is
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provided by the SEI Capability Maturity Model. Each
acquisition phase requires many of the same
activities and outputs for both hardware and
software. Quantave measures of defect levels for
software can be allocated and predicted in a manner
similar to that applied to hardware. The
development of these defect estimates use many of
the metrics required by the SEI model. Defect
prevention takes place through the continuous
application of design reviews and the
implementation of a systematic causal analysis
process.
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Rome Laboratory plans and executes an interdisciplinary
program in research, development, test, and technology
transition in support of Air Force Command, Control,
Communications and Intelligence (C31) activities for all
Air Force platforms. It also executes selected
acquisition programs in several areas of expertise.
Technical and engineering support within areas of
competence is provided to ESC Program Offices (POs) and
other ESC elements to perform effective acquisition of
C31 systems. In addition, Rome Laboratory's technology
supports other AFMC Product Divisions, the Air Force user
community, and other DOD and non-DOD agencies. Rome
Laboratory maintains technical competence and research
programs in areas including, but not limited to,
communications, command and control, battle management,
intelligence information processing, computational
sciences and software producibility, wide area
surveillance/sensors, signal processing, solid state
sciences, photonics, electromagnetic technology,
superconductivity, and electronic
reliability/maintainability and testability.


